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THE RIGHT TYPE OF NICKEL ANODE 


To Fit Your Plating Operation 


x 


OFFERS A COMPLETE LINE 


BESPLATE—Cast Oval 


Especially Advantageous for Bright Nickel. 
Also recommended for Low pH Gray Nickel Solutions 


DEPOLARIZED—Rolled Ovals and Flats 


Widely Used for High pH Nickel Plating. 


ROCARB—Rolled Carbonized Ovals 


Very Satisfactory for Low pH Baths 


We also Manufacture the Conventional 
Sand Cast 95/97% Grade in All Styles 


PROMPT DELIVERY FEATURES McGEAN SERVICE 


METAL FINISHING, April. 94; 


+ 
4 
¥ 


ABL 


Salts, 


OTED EXCLUSIVELY TO METALLIC SURFACE TREATMENTS 


UME 


NUMBER 4 ° APRIL, 1947 


COOPERATION 


Some of the most important events these days are controversies over so-called 
labor-management problems. Such problems should not exist, for labor and 
management are synonymous. Labor without management is senseless: simi- 
larly, management without labor meaningless. In proper perspective. the 
entire labor-management scene is a seramble between blood brothers, for no 
other means of effort are more closely related. 


“Management” is considered by “labor” as being the lron Fist which 
Wrenches Bread from Starving Mouths—it is remarkable the varied forms 
the Ogre takes, But who or what is management? Using the popular definition 
of labor as being the productive worker, management is really composed of 
people in supervisory positions: whether it be the foreman, the superintendent. 
the manager or the president, all are supervisors and all are LABOR. They 
are as much a part of labor as the productive worker, for it is with their know- 
how, their cooperation and their ability to organize and inspire that the 
productive worker finds ore to make steel, steel to fabricate parts, parts to 


finish units and units to market for consumers. 


In the overall picture, there can be no_basie differences between these 
individuals with common interests. The supervisor is a paid employee like 
the operator on the floor; his interest is to get the work out the back door 
cheaper, faster and better than his competitor—this is certainly the funda- 
mental concern of the operator as well. The supervisor has controlled power 
to hire or fire, and he has limited control over his fellow production worker's 
job if business is bad: the control is exercised by the productive worker him- 
self. Supervision’s job consists of know-how, persuasion, inspiration, coopera- 
tion. The Ogre is not “management”: jt is competition, the very life-blood of 
Democracy. Competition gives more of superior quality for less: it creates 
jobs for all by opening new fields and enlarging old ones; its essential reaction 
is to weld groups engaged in a single endeavor into a solid unit. Capital is 
merely a tool of competition, for where goes the demand, there goes the enter- 
prising money. Materials are products of effort. both supervisory and pro- 
ductive. Hence, the entire cycle of industry depends upon the only variable 
involved: cooperation. 


In the final essence, the sooner we realize our quarrel is with competition 


and not ourselves, the sooner our efforts will develop into a broader life. 
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By Alex Blazy’ and J. B. Mohler’ 


LALITY plating can only be produced by con- 
tinual testing and inspection to find the inferior 
pieces that occasionally occur in the best controlled 
process. When defective work is found it must be 
scrapped or salvaged: but the nature of the defect 
often suggests means for lowering the percentage of 
rejects. Many rejects are found by two types of visual 
examination, namely : 


1. With the unaided eye. 

2. With the aid of a microscope. 

Pieces may be rejected on the basis that they are 
rough, pitted or blistered providing these defects can 


' Metallographer, The Cleveland Graphite Bronze Co. 
“ Research Chemist, The Cleveland Graphite Bronze Co. 


(Courtesy Bausch and Lomb Optical Co.) 


Figure 1. Metallurgical microscope with Filar Micrometer Eyepiece 
for high power examination and measurement of plate thickness. 


Metallography for the Electroplater 


Techniques in metallography for the ex. 
amination of electroplated coatings are de. 
scribed. The equipment necessary for this type 
of work is investigated in some detail and an ex- 
planation of microscopic methods of interpret. 
ing electrodeposited coatings is given. A valu- 
able series of tables list the necessary etching 
reagents for the common metals and alloys to- 
gether with directions for their use.—Ed. 


be seen. Often such imperfections are present but 
can only be seen under the microscope and if this 
occurs, microscopic examination will warn of poten- 
tial trouble for if the defects become larger it may 


be cause for rejection. 


The metallographer is a master in the examination 
of metals particularly in microscopic examination, so 
that it is worth while to be conscious of the tools he 
uses. In fact, many plating problems have been 
solved under the metallurgical microscope. 


By magnification of a plated surface one can see 
things that cannot be seen by the unaided eye, such 
as tiny blisters, nodules, holes, cracks, and other 
faults in the deposit. By examination of a section 
of a deposit other things can be learned, such as 
local thickness in a recess, structure of the deposit. 
or lack of adhesion. 


Types of Microscopes 


There are two types of microscopes that are used 
for examination of metals: low-power and high-power 
instruments. The low-power microscope is generally 
used for the examination of surfaces and the high: 
power microscope for the examination of structures. 


The low-power microscopes may be classified a 
single-objective and double-objective, this latter 1 
strument being known as the stereoscopic microscope: 


The high-power microscopes used for examinalio! 
of metals are known as metallurgical microscopes: 
they may also be placed in two classes: The mvctal: 
lurgical microscope, and the bench-type metallu: ical 
microscope. 


The bench-type metallurgical microscope is a (0! 
plex piece of equipment; it is provided with a camer 
to photographically record features of the spec? 
Because of this convenience it is the standard ¢)u![- 
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ed to make photomicrographs. Photographic 

and good visual examination are made pos- 

cause a strong light source is used to introduce 

to the optical system; by means of prisms the 

- directed so that it will illuminate the specimen. 

| the specimen, the light is reflected back into 

stem and to the eyepiece. 

. great deal of metallographic work is to be done 

bye nch-type metallurgical microscope will be re- 

d. However, this type of instrument is for a 

trained metallographer and it is not intended that 
emarks cover the skill of such a technician. 

| high power examination is essential then a metal- 
lureical microscope as shown in Figure 1 may be 
used. This instrument, which is a simple form of the 
hench-type metallurgical microscope, is similar to 
ithe biological microscope. It differs from the bio- 
logical microscope in that a place is provided in the 
barrel for introducing the required amount of light 
t) illuminate the surface of the specimen. 

lhe high power microscopes are used for exami- 
nation at magnifications from 50X to 400X where the 
specimen is prepared for examination by polishing 
and etching. 

High power is not essential for all microscopic eX- 
amination. It is true, that high magnification is 
often required but it is just as true that details may 
be lost by the use of too high a power. Things may 
often be seen at 10 power that reveal the cause for 
a rough surface where these same troubles may be 
lost at greater than 40 power; a low power micro- 
scope is an aid to any plating shop, even if it is only 
an inexpensive pocket type 20X instrument. How- 
ever, if many examinations are to be made it is con- 
This de- 
vice is easy on the eyes and the double-objectives 
and two eyepieces introduce a third-dimensional ef- 
lect. The instrument is used for examination from 
ION to 140X and may even be used for examination 
of structures at the higher powers. 


venient to have a stereoscopic microscope. 


recommended 
lighting arrangement are shown in Figure 2. Be- 


The stereoscopic microscope and 
cause of the rugged construction of the stereoscopic 
microscope it is easily transportable to the job. In 
construction, this instrument is really an arrange- 
ment of two microscopes, one for each eye, mounted 
in one body. The alignment of the eyepieces and the 
paired objectives is such as to incline one toward 
the other and thus center. the convergent views on 
one focal point; in this way the stereoscopic effect of 
depth is obtained. In practice, one pair of eyepieces 
and two or three sets of paired objectives are suffi- 
cient to cover the low-power range. 

Special lamps may be purchased for illuminating 
ield of the stereoscopic microscope, but efficient 
simple lighting can be obtained by the use of 
rdinary fluorescent desk lamp. The light source 

hooded lamp is fixed close to the objective 
iece and above the specimen as shown in Fig- 
By virtue of the special quality of fluorescent 

‘nation, a soft diffuse light is the result. The 

‘ity, moreover, is enough for the highest mag- 

‘ion. A lamp having two fluorescent tubes is 
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Figure 2. Stereoscopic microscope with lighting arrangement for 
wide field examination. 


best, but where desirable, the lighting may be daylight 
or white fluorescent or a combination of both. 

The stereoscopic microscope can be made to per- 
form as a first class microscope within the limits of 
its gonna It may be used for surface exami- 
nation and in many cases it may be used to examine 
specimens nensbtae metallographically. All that need 
be done is to build a small inclined platform as a rest 
for specimens. This is placed on the stage directly 
under the objective. and by moving the microscope 
and stage holding the inclined block and the specimen, 
the most favorable position for lighting may be found. 

By use of the inclined block the full field is not 
in focus at higher powers, only the plane a‘ong the 
line of focus; yet easy working of the coarse adjust- 
ment makes study of the whole field possible. 


Low Power Examination 


Examination at low power will often reveal poor 
quality plating. Ten power is often sufficient and 
very rarely is a higher power than 50 required since 
faults that cannot be revealed 
ally insignificant. 


50 power are usu- 


Under low power magnification small raised areas 
may often be observed in the plate. By use of a 
needle, a small knife blade, or a probe it may be 
determined if these raised areas are blisters or nodules. 
If they are blisters they may be pushed flat or they 
may be punctured; if they are nodules they will be 
solid and will be more difficult to cut or deform with 
a small instrument. Nodules may indicate dirt or 
impurities in the plating process whereas blisters in- 
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dicate any of the troubles that lead to poor adhesion. 
If blisters are present it may mean poor adhesion or 
it may only mean lack of bond beneath the blister. 
This can often be determined by trying to lift the 
plate next to the blister, which may be done if adhe- 
sion Is poor; if the plate cannot be loosened then only 
the blistered area may be bad. Troubles that pro- 
duce blisters, such as porous basis metal, are then 
indicated, whereas, if adhesion is poor then impropet 
Prob- 
ing is most successful with soft deposits of about one 
mil thickness. Where the deposits lend themselves 
to such a means of testing, the probe may even be 
used for a bond check. 


treatment previous to plating is a likely cause. 


By the use of the low power 
microscope and a sharp probe many interesting facts 
can be uncovered. The above examples show how a 
little study will indicate the cause of plating troubles. 

If a heavy deposit is available it may be sectioned: 
the section may be polished and such a prepared 
specimen may be examined in cross section. By 
such examination porosity and inclusions in the plate 
may be found. Figure 4 shows a_ polished section 
After the 
polished specimen is examined it is an easy matter 
to etch it and examine the structure; such examina- 
tions may be made at 50 to 100X but often it is 
desirable to use higher power. 


of heavy silver plate revealing small pores. 


Preparation of the Specimen 


If an examination is to be made in cross section 
for structure, considerable care is required during 
preparation of the specimen. 


The preparatory steps consist of: 
\. Cutting the specimen from the sample piece. 


I. Mounting the specimen so that it may be held 
during polishing. 


C. Rough smoothing with a file. 


D. Polishing with a series of papers and finally a 
cloth to give a more smooth surface in each step. 


Etching. 


Most plated material is thin or at least the deposit 


Os 


SPECIMEN 


INCLINED BLOCK 


Figure 3. Diagram of lighting arrangement with a fluorescent 
desk lamp for use with the stereoscopic microscope. 


Figure 4. Polished section of heavy silver plate showing pores in 
the deposited metal (white). 100x. 


is thin so that the usual metallographic procedure ha 
to be modified to take this into account, hence pat 
ticular care has to be exercised so that the edge will 
not be rounded during the preparatory steps. An: 
other factor also makes it necessary to take special 
care; this is that two metals are involved, the deposi! 
and the basis metal. Each metal will respond differ 
ently to the preparatory steps. 


When thin specimens are to be examined they 1mus' 
be mounted in a suitable material so that the edge cai 
be properly prepared. The specimen may be mounte:| 
in a plastic: either Lucite or Bakelite. The plastic | 
available in the form of powders and by the use of « 
mounting press the mount can be made. 


The plastic mount is formed by the use of heat and 
pressure. The specimen is held in position, plasti 
powder is poured around it, the whole is heated and 
Plastic mounting equipment | 
convenient but not essential, Pieces can be cut to uni 
form size with a hack saw, drilled and held togethe! 
with a stove bolt as shown in Figure 5. 


pressure is applied. 


In any method of mounting it is best to mount 4 
number of specimens since a number may be prepare’ 
for examination just as easily as one. The form o! 
the mount should be kept low so that it does not have 4 
tendency to twist during the polishing steps. 


The mount containing the specimen or a num) ©! 
specimens is filed as the first step to produce a 5! voth 
surface; this is best accomplished by draw filing Phe 
file is clamped in a vice and the mount pushed © 's* 
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the basis metal is cut first. The file should 
lean to prevent particles from being embedded 
cimen; in fact, cleanliness must be practiced 
the steps for the same reason. 


ling. the specimen is polighed on a series of 
ich with a finer grit. On each paper the speci- 
uished across the abrasive surface in single 
intil the seratches from the preceding step have 
ared. In the next step the specimen is turned 
rees and the seratch removing process repeated: 
unt should be pushed across the paper, lifted, 
| across the paper, lifted, ete.—it should not be 


; inhed back and forth. The series of papers usually 
it of 320. 0, OO and O00 grit in succession and 

-are should be taken that the metal does not heat and 
© flow. The whole process has much in common with 


hufling and polishing used to produce a bright smooth 
surface on plated articles, but the effort is to produce 
i flat surface and not to flow the metal, contrary to 
ordinary buffing and polishing practice. 


\iter the surface is prepared on the series of papers 
The type of cloth 


it must be polished on a cloth. 


— 


WASHERS 
NUT 
C) BOLT 
SPECIMEN 
CUT SQUARE SPECIMENS 


Figure 5. Mechanical method of mounting specimens. 


selected and the means of holding the abrasive in the 
cloth may be accomplished in a number of ways. A 
cloth may be tacked to a board and impregnated with 
abrasive as shown in Figure 6, or a cloth may be 
attached to a power driven flat wheel. The specimen 
can be polished by holding it against the properly pre- 
pared rotating wheel. In this polishing step there is 


6. Polishing with levigated alumina on a flat cloth. 
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(Courtesy Buehler, Lt 


Figure 7. Machine for electrolytic polishing of specimens. 


some slight flowing of the metal surface. This flowed 
or worked metal surface is later removed by etching. 

In the whole process the specimen is brought to a 
high polish. It may then be etched in a suitable etchant 
to reveal the structure. 


For some metals or alloys electrolytic polishing 
methods are used. An electrolytic set-up may be made 
for this purpose or a commercial machine may be 
obtained: such a machine is shown in Figure 7. 


Examination 


Examination of the specimen depends on what is 
being sought. If the interest is in cracks, porosity 
or inclusions then it is best to examine the specimen 
in the unetched state. If the interest is in structure 
then this is revealed by the etch. It is sometimes neces- 
sary to polish and etch. and then polish and etch several 
times more to be sure that the worked surface is re- 
moved, that a proper undistorted structure is revealed, 
and that the specimen is not over-etched or under- 
etched. 


If the bond line is to be examined, great care and 
patience is required in the entire process. Some of our 
best metallographers have had trouble with the com- 
plex problem of properly preparing specimens for 
examination of a bond line. One metal will be softer 
than the other and is thus liable to be removed faster: 
producing a taper at the bond line. In addition. each 
metal will react differently to the etch. 


(To be concluded next month) 


Bibliography 


l. Metals Handbook. American Society for Metals, Cleveland, 
Ohio (1939). 

2. Metallographer’s Handbook of Etching, Berglund. Sir I-aac 
Pitman and Sons, London (1931). 

3. The Principles of Metallographic Laboratory Practice, 
Kehl. MeGraw-Hill Book Co.. New Yerk (1939). 

4. 1944 Book of A. S. T. M. Standards, Part I. American So- 
ciety for Testing Materials, Philadelphia, 


wl 


= 
| 
A 
“4 
Ge 
in 
lds 
al 
vill 
\ b 
‘lal 
sl 
el 

a 
ed 3 

Is 
ta 
nd 

) 
é 
j 
é 


By Louis W. Reinken, Chiet Engineer, W. Green Electric Co. 


Continuously Variable Auto-transformer Control 
A! THE end of the first article in this series we 

briefly discussed and illustrated single phase and 
three phase voltage control systems using tapped auto- 
transformers and selector switches. 

li is possible to substitute for the tapped trans- 
former and switches a “continuously variable auto- 
transformer” which, in effect combines a transformer 
winding and contact switch in one device, and further- 
more provides many more laps so that the control 
More- 


over, the construction is such that momentary inter- 


is practically stepless from zero to maximum. 


ruption of the current is not necessary when changing 
voltage, and the control is therefore continuous as 
well as stepless. 

The photograph, Fig. 10, shows a small single 
phase unit of this type which has been selected to 
show the general construction clearly. The iron core 


TERMINAL BOX 
CONTACT BRUSH-—TRAVELS 
AROUND CIRCULAR TRACK 
ON END OF WINDING 
WHEN SHAFT {IS 


ROTATED 
WINDING 
MOUNTING 
‘J FIG. 10 
CONTACT BRUSH 
INPUT 


OUTPUT 


WINDING 


ELECTRICAL EQUIVALENT 


Rectifiers for Electroplating—Part 


SHAFT 


of this transformer instead of being one of the usual 
square or rectangular shapes, is in the form of a ring, 
and most of the core is covered by the “toroidal” 
winding. The upper end of the winding (not visible 
in the photograph) has a ground and polished track, 
and over this track travels a spring-loaded graphite 
contact brush. The brush may be moved to am 
portion of the track by rotating the shaft. and hy 
this means any voltage from zero to maximum ma) 
be obtained with smooth, single-knob, control. 

Other photographs, Figs. 11 and 12, show assem. 
blies of two and three sections arranged for simul: 
taneous rotation by a common knob. ‘These are 
used in three phase voltage control circuits as shown 
schematically in Figs. 183A and 13B. 

For*lower three phase voltages, 110-260 volts. either 
the open delta or the star circuit may be used. but for 
higher voltages such as 440 or 550 volts. the star 
circuit is preferable. It will be noted that if the 
star circuit is used for 440 volts the potential across 
each arm of the star is only 254 volts (440 volts di- 
vided by the square root of 3), whereas if the oper 
delta circuit were used, the voltage across each o! 
the two arms would be 440 volts. 

Variable auto-transformers are generally designed 
to provide a range from zero up to a maximum o! 
about 15° above the AC supply voltage. for instance 
0-270 volts output from a supply of 230 volts. The 
primary windings of the stepdown transformer must, 
of course, be designed to match this voltage range. 
Since three leads appear from the output side of the 
variable auto-transformer (instead of the six leads 
characteristic of the tapped transformer and switch 
arrangement discussed in Part I) the primaries o! 


any 


the stepdown transformer may be connected 11 
standard arrangement such as delta or star. 

In addition to providing continuously variable out 
put from zero to maximum for voltage contro! pur 
poses, these transformers may be equipped also with 
one or more fixed voltage taps to supply voltage for 
auxiliary equipment, such as fans or timing devices. 
which are generally designed for 110 or 220 voll 
operation. 


~ 


Motor-driven Variable Auto-Transform's 


Variable transformers are available also wil! 4 tt 
versible motor drive substituted for the manua! knob 
control. A large three phase unit equipped wit) su«l 
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a drive is shown in Fig. 14. In this arrangement 
ihe shaft is driven through a gear train by a small 
reversible motor, the total time of rotation for com- 
plete coverage from zero to maximum varying  be- 
tween 6 seconds and 45 seconds, depending upon the 
specifications, 

The motors are of the split phase type and are 
designed to decelerate rapidly to prevent “coasting” 
beyond the desired voltage setting. A simple three 
wire circuit: provides complete remote control, with 
push buttons or a key switch, of the motor operation. 

Many possibilities are opened up by this motor 
drive among which may be listed: 

Remote control of tank voltage and current. 

Simultaneous control of several rectifiers in  par- 
allel or series. 

\utomatie control, correlated with other factors 
affecting plating (for instance time of immersion or 
speed of travel in continuous processes). 

\utomatie stabilization of tank voltage. 

\utomatie stabilization of tank current. 

In later articles in this series we will discuss some 
of the special control arrangements listed above, in- 
cluding a description of a 20,000 ampere bank of ree- 
tifier units which is completely supervised and oper- 
ale’ by a compact remote contrel unit incorporating 
‘ion for automatic stabilization of voltage or 
current at will. 


re leaving the subject of variable auto-trans- 


formers we would like to summarize, briefly, the 
and disadvantages of these devices as 
V controls for rectifier equipment. 


Advantages 


'wo major advantages have already been 
out: 
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(1) Smooth, continuous, control from zero to 
maximum. 

(2) Available with motor drive for remote or auto- 
matic control. 

The first of these advantages makes the control 
ideal for laboratory work, and it may be noted that 
most of the small single phase rectifier units placed on 
the market since VJ day have adopted this type of 
control. 


Disadvantages 

The major disadvantages. or more properly limi- 
tations, may be listed as follows: 

(1) Possibility of corrosion. 

(2) Stock sizes and limited capacity. 

(3) Cost, compared to tapped transformer and 
switches. 

As previously explained, the construction éf the 
variable auto-transformer requires the presence of an 
exposed copper track on the winding so that the con- 
tact brush may make electrical contact of any point 
along the winding. In view of the notoriously severe 
conditions in plating rooms this immediately raises 
the question as to whether or not this track may 
corrode, and ultimately cause poor contact, or even 
complete failure of the transformer. 

In fairness to this type of transformer it should be 
recorded that a variety of types and makes have been 
used by the writer’s firm in rectifier units during the 
past six years and very few failures have occurred, 
none of which were due to corrosion. However, in 
each case, it was previously ascertained that local 
conditions were better than average, or that the 
unit incorporating the variable transformer was to he 
located outside of the plating room, or provided 
with external air. 


Fig. 12. 
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aUTO-TRANSFORMER CONTROL 


FIG. I3A 
Oil Cooling 


It has been suggested that variable transformers 
or similar units may be immersed in oil to eliminate 
corrosion from the air and also to permit overloading 
beyond its normal air cooled rating. This, however, 
brings up other problems, the first of which is the 
oil. Chlorinated non-inflammable oils may not be 
used, since these are generally corrosive. If natural 
oils are used then the question of fire protection 
must be considered, and in some states local regula- 
tions require the provision of a fire wall around the 
oil container and a sump under the oil tank of sufh- 
cient capacity to retain all the oil if a leak should 
develop. 

In oil cooling there are the factors of increased 
weight and cost of oil and oil container, but these 
are offset by the extent to which the transformer may 
be operated above its air-cooled rating. 

At least one rectifier manufacturer is featuring oil- 
immersed variable transformers and further experi- 
ence may provide definite answers to these questions. 

Control transformers of this type use fairly com- 
plicated core structures and brush contact devices, 
so that the manufacturers of such transformers have 
naturally standardized on a comparatively few stock 
sizes and cannot economically provide custombuilt 
units to match any supply voltage and to handle any 
specified wattage. 

For example, one typical catalog of standard three 
phase control transformers lists a choice of only nine 
units for 230 volts, and only three units for 440 volts. 
Circuit modifications and slight wiring changes per- 
mit the use of these three 440 volt units also on 550 
volts. 

The largest of the 230 volt units is rated at about 

& KVA and the largest of the 440 volt units at 25 
KVA._ Incidentally, both of these units utilize the 
same frame size and are equal in cost, which penal- 
izes the 230 volt customer. 

The cost of a variable auto-transformer is usually 
greater than the material cost of a tapped transformer 
of normal construction and the associated selector 
switches. However, this additional cost may be 
considerably offset by the reduction in wiring labor 
and the ease of installation of the variable transformer. 
Provided the required electrical capacity matches that 
of a standard variable transformer, the use of this 
device is generally economically justified in view of 
the increased ease of voltage control. Particularly 
in laboratory units, such as the three-phase unit 


shown in Fig. 15, variable auto-transformer 


highly desirable. 


Rectifier Construction—V entilation 


At the present time three types of metal plate recy) 
fier elements are used in electroplating rectifiers— 
magnesium copper sulphide, copper oxide and soy. 
nium. There seems to be a trend toward the use 9; 
the selenium type rectifier since the number of many. 
facturers now offering selenium rectifier units {y 
outweigh those manufacturing other types. 

Whatever type of metal plate element is used ther 
are two limitations which determine how much elee. 
trical power can be handled by the element. They 


limitations are: 3 
1. The magnitude of the voltage appearing acrox 4 


the plates in the reverse direction. 

2. The temperture of the plates themselves. 

In Part I of this series it was explained that the 
fundamental property which distinguishes rectifie; 
from an ordinary metallic conductor is its ability to 
permit current to flow readily in one direction and to 
offer a high resistance to the flow of current in the 
reverse direction. When impeding reverse curren! 
flow, a voltage is developed across the rectifier ele. 
ment which is very much higher than that whi! 
appears when the current is flowing in the forward 
direction. If this reverse voltage exceeds a safe valu 
the rectifier plate will spark over and break down i: 
a manner somewhat similar to the way an electrical 
condenser breaks down if subjected to excessiy 
voltage. 


BARES 


The maximum permissible reverse voltage depends 
upon the kind of metal plate rectifier used and als 
upon the methods used in manufacturing the plates. 
In general, selenium metal plates will withstand re- 
verse voltages considerably higher than those permis 
sible for other types. 

Breakdown due to excessive voltage is preceded 
little or no warning and it is up to the designer o! 
the rectifier equipment to eliminate the possibility 
of such breakdown. He can do this by so proportion: 
ing the transformer ratios that even with the voltage 
controls at maximum and with a normal fluctuation 
of approximately 5% above the nominal AC suppl 
voltage, and no load in the tank, the maximum vollag 
appearing across the metal plates will not exceed th 
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Fig. 14. 
permissible rated value. These factors can be com- 
puted fairly accurately and conservative design will 
ensure that breakdown from excessive voltage will be 
very unlikely, 

\ much more involved problem is that of tempera- 
Again depending 
upon the type of metal plate and the particular de- 
tails of manufacture of the plate, there is a maximum 
permissible temperature of the plate above which it 
will disintegrate and break down. 

(nder any given set of conditions the temperature 
of metal rectifier elements depends upon such factors 
as the amount of current passing through the plates. 
the temperature of the local air and the speed with 
which heat is removed from the plates either by nat- 
ural cooling (normal air flow due to convection cur- 
rents) or by forced cooling using fans or blowers. 

By using forced air cooling, that is by forcing air 
between the rectifier plates, it is possible to increase 
the amount of current that the plates will handle with- 
out raising the temperature to dangerous values. 
With increased current flow there is necessarily an 
increase In the power dissipated in the rectifier plates 
in the form of heat and consequently some decrease 
i ellicieney as compared to the theoretical efficiencies 
btainable if the elements are operated at low cur- 
rent densities under natural-cooled conditions. 

in rectifiers of DC capacities of more than approxi- 
mately 900-1000 watts the size and cost of natural- 
rectifier elements would be excessive. 
quently the designer, in planning fan-cooled 


ture rise of the rectifier elements. 


re *quipment, must compromise between an 
acceptable overall efficiency and other types of power 
“Uppy equipment used for electroplating, size of the 
( nit, cost of rectifier elements, cost of 
fans 

ETA 
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In selenium rectifier equipment of the fan-cooled 
type the plates are usually operated at current densi- 
ties from 2 to 2.5 times the natural-cooled rating. 
This results in an equipment which has very satis- 
factory efficiency but which requires only forty to 
fifty percent of the number of selenium plates which 
would be needed if the equipment did not incorporate 
a cooling fan. 

In all fan-cooled rectifier units the basic problem 
is to draw in air from the outside and pass this ait 
hetween the plates in order to carry away the devel- 
oped heat. Every conceivable arrangement has 
been tried and a number of these are in use by difler- 
ent manufacturers. 

In one arrangement the rectifier plates are near 
the bottom of the cabinet and the air is drawn upward 
through the cabinet bottom and discharged through 
the top of the cabinet or through portholes on the 
two sides of the cabinet. 

In another arrangement the transformers are |lo- 
cated at the bottom of the cabinet and the rectifier 
elements are near the top with the air drawn in through 
the top of the cabinet and expelled through grille 
panels front and rear and louvres in the sides. This 
arrangement has the advantages that the heavy trans- 
formers may be located at the bottom of the cabinet. 
and the air intake grille located at the top simplifies 
the addition of a supply duct if it is desired to 
bring in air from a source outside the plating room. 

Another arrangement, previously used in mobile 
units for outdoor use but now appearing in a new 
electroplating rectifier, draws in air from a grille 
located in the side of the cabinet and expels the air 
from the opposite side of the cabinet. This arrange- 
ment results in a cabinet which is broad and low, and 
hence requires more floor space, but has the ad- 
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vantage that two or three similar units may be stacked 
one on top of the other. 


Importance of Ventilation 


Whatever the particular ventilation arrangement 
used in the rectifier, it is important that the installa- 


tion should not in any way interfere with the venti- 
lation system. 


In properly engineered rectifier equipment the de- 
signer has made sure that the fan or fans incorporated 
will provide sufficient air flow to keep the tempera- 
ture of the plates at a safe value provided the unit is 
not operated above its rated current capacity in nor- 
mal suroundings, and provided that neither the air 
intake nor the air exhaust is interfered with in any 
way. 


If the plant layout is such that the rectifier units 
are installed in a comparatively restricted space then 
there is the possibility that the exhaust air, which has 
already been raised a few degrees in temperature by 
the heat absorbed from the rectifier elements, may be 
drawn again into the air intake and thus successively 
recirculated through the unit. Obviously the air will 
continue to rise in temperature and so will the tem- 
perature of the rectifier elements. 


This recirculation cycle must be broken either by 
permitting the exhaust air to pass out of the rectifier 
bay or by arranging for fresh air to be drawn into it. 


The latter arrangement is preferable since air drawn 
from almost any source other than the plating room 
is likely to be cleaner, less corrosive and lower in 
temperature than the atmosphere found in a_ plating 
room. Some modern plating rooms are equipped with 
very well ventilated tanks and in this case it may be 
possible to locate the rectifier units comparatively near 
the plating tanks with special ventilation 
cautions. 


If ventilation ducts, either intake or exhaust, are 
provided care should be taken to see that the ducts are 
of ample cross-section and reasonably short so that 
air flow is not impeded. It is obviously bad installla- 
tion practice to equip a 5000 ampere rectifier unit 
requiring perhaps 6000 c.f.m. with a stovepipe duct 
10° or 12” in diameter. It is preferable to choose a 
location for the rectifier unit reasonably close to a 
shop window and then fit a large duct between the 
rectifier and the window space. 

These notes on the importance of ventilation should 
properly appear in later sections of this series of 
articles dealing with installation and maintenance, 
but the subject is so important that it is worth bring- 
ing up at this time. 


Rectifier Construction—Remote and 
Local Control 


It is possible to limit the major components of an 
electroplating rectifier to a stepdown transformer, 
rectifier elements, and a cooling fan. This is the bare 
minimum required to convert the local AC supply 


to low voltage DC for electroplating and i- ysyq\j 
designated as a “basic rectifier unit.” 


Generally, rectifier equipments incorporal als , 
voltage control system such as the tapped tray sforje; 
and selector switch type discussed in Part | of thi 
series, or the variable auto-transformer type ¢ iscusse; 
in this article. In addition, meters should be provided 
to indicate tank voltage and current. 


One other 
major component is a circuit breaker switch or 
magnetic contactor to turn the rectifier unit on and 
off by interrupting the three-phase power supply, 
Auxiliary components include protective devices of 


various types, pilot lamps to indicate when the reej. 


fier is operating, etc. 


If the rectifier unit incorporates in a single cabinet 
the main transformer, rectifier elements, fan. \oltage 


control system and meters, then it may be described as 
“self-contained.” The self-contained rectifier js 
a complete power package and is the simplest of al 
to install and wire. For this reason it is generally the 


imost popular type of rectifier unit used for electro: 


plating. 


The self-contained unit may be divided into two 


portions, the smaller of which is the remote control 


unit and incorporates means for starting and stoppiig 


the rectifier unit, voltage control, and meters. | 


some plants, particularly where a considerable nun: 


ber of rectifiers is involved, it may be desirable t 


provide separate remote controls for each of the 
rectifiers, locating the rectifiers at points compare 
tively close to their individual loads and grouping 


the remote control units at a central point for cov: 


venient supervision and operation. A typi al exampl 
is that of a full automatic plating machine in which 
power is required at different voltages and currents 


for several successive plating processes and inter 


mediate cleaning operations. In such a_ layout tt 


may be possible to incorporate all of the remote 


controls for several rectifiers in a single master con 


L 
trol cabinet. This allows the operator to keep track 


of the voltage and current in each cell of the plating 
machine. 


The details of the remote control arrangement (e 
pend upon the requirements of the particular |ayout 
and considerable flexibility in design is possible. 


The motor-driven variable transformers described 
earlier in this article make it possible to contr | sub 
stantial quantities of power from very compact rent 


control units incorporating essentially push  |uttons 


meters and pilot lamps. 


Rectifier Capacities 


Individual rectifier units, either self-contained 0 


of the remote control type, are available in « wide 


variety of voltage ratings and current capaci|'’s. In 
the 6 volt rating, which is more widely used ™ 
electroplating than any other type, units a avail 
able in current capacities from L000 ampere= Up © 
9000 amperes. 


In a later article we will discuss how sti’ higher 
current capacities may be obtained by eo neelité 
two or more rectifier units in parallel. 
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Comparisons of fused and 

unfused tin plated parts. 

Fused parts at left, unfused 
at right. 


Fusing of Electrodeposited Tin Coatings 


By J. Falk, Engineer, Western Electric Co., Kearny, N. J. 


4 simplified method of obtaining extremely 
lustrous electroplated tin finishes by fusing of 
thin coatings is explained in detail. Equipment 
necessary to perform this operation is listed 
and control conditions given, Fused electro- 
plated tin coatings give not only brilliance but 
theoretically have higher corrosion resistance 
because of less porosity than that of a non-fused 
coating.—Ed. 


HE comparatively widespread use of electrodepos- 

ited tin as an outer coating for industrial and com- 
mercial purposes is not unwelcome by the _ plating 
industry. While tin electrolytes have been long known 
for excellent throwing power, the several modern 
types of plating baths offer simpler application and 
more positive control than ever before possible. How- 
ever, a factor which may at times deter its use is the 
ippearance of the coating—not of a nature to im- 
mediately draw favorable attention. 

lectrodeposited tin coatings normally appear as 
a grayish white matte finish. This finish may have 
more or less of a surface luster depending upon the 
type of solution used, the rate of deposition and 
thickness of the coating. Conceivably, there are oc- 
casions when this appearance may be satisfactory, 
preferable, or even desirable. Nevertheless, while a 
truly bright tin finish evolved directly from the plat- 
ie bath is still beyond today’s horizon, until such 
development a brilliant finish of electrodeposited tin 

be produced by the performance of a simple 
ration subsequent to plating. 
ich an appearance is effected by fusing the plated 
coving. The process is neither difficult nor costly, 
‘ere are many who do not avail themselves of it 
ving the latter facts to be true. There are some 

have heard of “fusing” vaguely and others to 
it is entirely new. The purpose of this article 
describe one particular installation successfully 
ved for the fusing of tin plate on miscellaneous 
and which may be adapted for use elsewhere. 
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Fusing Process 


The fusing of electrodeposited tin coatings involves 
the heating of the plated part to a temperature above 
that of the melting point of the tin, causing the plated 
coating to change from a dull matte surface into a 
smooth homogeneous coating which, if properly per- 
formed, may seem polished in appearance. In the 
past, this process presented considerable difficulty 
from both an engineering and operating point of 
view. The problems encountered in heating. fume 
dissipation, dewetting and beading had often proved 
sufficiently great to force a discontinuance of the 
process. This no longer need be true. With proper 
equipment and control the fusing operation ean 
become simple enough for use by the most inexperi- 
enced operator. 

Fusing is normally performed on tin plated coat- 
ings net more than .0005” in thickness, and usually 


the thinner coatings, those .00005” to .0002”, 
more satisfactorily. 


fuse 
On parts with more plating there 
is a tendency for the molten tin to flow to the lowest 
point on the part being processed, and excess tin may 
run off the part entirely. This not only is a waste 
of metal but in addition may spoil the appearance of 
the entire piece. However, with the correct combina- 
tion of proper plating thickness and fusing applica- 
tion. this running may be kept to a minimum or even 
prevented entirely. 

The heating operation may be performed by any 
means desired. Since the prime purpose is elevation 
of the temperature of the entire part, it may be heated 
by electric or gas oven, radiation, induction or im- 
mersion—whichever is best suited to the individual 
case. Due to the relatively slow heat transfer by 
means of oven or lamp, these methods are usually 
undesirable. Induction heating is undoubtedly clean 
and efficient but its relative high cost of installation 


and limitation in changing from one setup to another 
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enakes this method best fitted for production runs of 
the same type of part. 


Equipment Used 


The immersion fusing installation herein described 
and illustrated was selected as being most flexible for 
processing a large variety of miscellaneous parts. 
Comparatively versatile equipment was required since 
pieces varying in size from small hardware to ree- 
tangular cans approximately 8” on each side were 
to be finished each day. In this process the fusing 
hydrogenated oil, tallow or 
petroleum product with a boiling and flash point 
above 500° F. Suitable vegetable fats and petroleum 
oils are currently available on the market as are the 
several types of animal tallow. The latter materials 
are more economical but may also be somewhat ob- 
jectionable because of their penetrating odor. 


medium may be any 


longed application or overheating may cause a_par- 
tial breakdown and carbonizing of the fusing medium. 
The rate of such breakdown is not sufficiently great 
to become objectionable however, and the carbon 
which does form on the surface of the hot liquid may 
he readily removed. 

The fusing is performed in a steel tank with work- 
ing dimensions of 18” in length, 12” in width and 
12” in depth. This tank is electrically heated with 
4 one kilowatt strip heating elements placed around 
the outside and separated from the tank’s outer jacket 
by 3 inches of insulation. A cover hinged in the 
rear is held in an open position by a chain fastened 
to a bracket in the rear of the tank. Two fusible 
links rated at 212° F. are connected in series with 
the chain, one on either side of the cover. so that 
should a fire occur the chain would break and allow 
the lid to drop on the tank, confining the flame there. 

Temperature control is of major importance. 
While the melting point of pure tin is approximately 
450° F., the temperature at which fusing is best ac- 
190° Since the 
flash point of the commonly used substances ranges 
from 525° to 575° F., 


complished is between 475° and 


it is obvious that there is not 
too much allowance for overheating before the flash 


point may be reached and a fire occurs. Therefore, 


View of fusing area. Electrical and temperature controls on rear 
wall. Ladle baskets for dipping small parts may be seen below. 


Pro- 


Fusing tank at left. Centrifugal breaker at right 


a dual thermostat system was installed. The pri. 
mary thermostat is of the indicating type and set {0 
the optimum operating temperature. In addition, 
secondary controller was installed as a precaulionar 
measure. This limit switch is of the non-indicating 
type and set at 10° F. above the primary instrument 
and shuts off the tank heating elements in case of 
failure of the first thermostat. The instrument i: 
provided with a manual reset in case of such a shut 
down of the system and a pilot light indicates \ hethe: 
the heaters are on or off at any time. 

In spite of the relatively high rating of the heating 
elements and the insulation around them, with. the 
cover of the tank closed it requires two to three hours 
to bring the fusing medium from room temperature 
to an operating heat. The cooling of the liquid re- 
quires even longer and it is considered advisable to 
allow the temperature to drop several hundred de- 
erees before closing the lid of the tank in order to 
prevent undue build-up of heat within the medium 
chamber. This cooling time is quite significant since 
the exhaust system should be kept in operation until 
the cover is placed over the tank in order to eject the 
fumes of the hot fusing liquid. . 

An exhaust system is an essential part of such a 
installation. However, an ordinary duct and blower 
When oil 
or fat is heated to the temperatures required by this 
These fumes. 


system would by no means be satisfactory. 


process, fumes are copiously emitted. 
consisting of minute particles of the oil or fat, readil) 
adhere to anything with which they come into con: 
tact. Upon adhesion and cooling the particles solidi!) 
and eventually a build-up of fat is created which ma) 
clog the exhaust duct and blower. An attempt was 
made to filter these fumes through fine mesh wite 
screen and through built-up sections of steel shavings 
but both methods proved unsuccessful, for while « 
portion of the fumes were caught in this manver, 4 
large quantity found its way through such a ‘ilte! 
and eventually clogged up the exhaust system. t 
was necessary to devise some means of coolin and 
catching the minute fat globules before they came 
into contact and collected on equipment, thus erating 
a fire hazard and cleaning problem. Workin: the 
imagination overtime a little, it appeared that © soll 
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the problem might be to pass and cool the fat 
- in a vapor chamber. It seemed practical 
ose that in such an arrangement the vapors 

-xhausted would be cooled by the water spray 
ecipitated to the surface of the water from which 
iid be readily skimmed. An exhauster was de- 
d utilizing the above principles and was found 

very satisfactory. Essentially, it is similar to 

-dinary water-wash spray booth, except that the 
iter curtain section is separated from the fusing tank 

a baffle to prevent water splashing into the tank. 
should this oceur, the situation would be analagous 

dropping a cold liquid on a hot frying pan—the 
lrops would shoot off like tiny bullets. 

.pray booth, the vapors are drawn through a water 
curtain and spray chamber before being blown out- 
All of the medium is satisfactorily caught in 
this manner, for after twelve months use there is little 


As in such 


side. 


evidence of its presence in the exhaust duct beyond 
ihe booth itself. The material accumulates on the 
surface of the water in the settling tank and a double 
set of screens prevents its being recirculated through 
the water pump. All that need be done, then, is to 
-kim off this material and at intervals clean the water 
haffles and screens. This interval, of course, is de- 
termined by the volume of work processed. As _as- 
surance of constant removal of fumes. the exhauster 
is connected in such a manner that, while it may be 
operated with the fusing tank heaters shut off, the 
latter cannot be switched on unless the exhauster is 
In order to facilitate the precipitation 
of the fat globules, a proprietary wetting agent may be 


in operation, 


added to the water in the settling tank. 


Operating Method 


ln general, the larger parts being fused are either 
racked or strung on wires for dipping, with care being 
taken that the individual pieces do not touch as they 
The parts 
must be clean and, as mentioned before, absolutely 
dry upon immersion into the hot medium. They are 


would then fuse together upon cooling. 


then agitated in the tank for several seconds until the 
lusing of the tin is completed. The time of immersion 
is normally from 3 to 10 seconds and may be con- 


ose-up of piping of exhauster water circulating pump. 
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Sample panels—approximately 1!2x. Upper and lower left, ex- 

amples of de-wetting and beading. Lower right, unfused panel 

Upper right, fused panel; surface reflection is so great that panel 
appears dark. 


trolled visually since the plating change from dull to 
bright is noticeable even while the parts are covered 
with the hot fusing material. Upon removal from 
the tank, the rack is suspended over it for a short 
time to recover the greater part of the drag-out and 
then hung on hooks over a drip pan within the ex- 
haust hood. When the parts have cooled and no 
longer drip, they are cleaned by any suitable means 


such as degreasing, immersion, ete. 
For processing small pieces such as serews, nuts, 
This 


machine consists of a rotator, finned and baffled to 


washers, etc., a centrifugal breaker is provided. 
separate the parts being processed. The pieces are 
placed in a long-handled basket, dipped into the hot 
liquid until the coating is fused, and then dropped 
into the breaker. Here they are separated by rota- 
tion until they fall into a removable pan of solvent 
located in a chamber beneath the machine. Com- 
mercial trichlorethylene which is suitable for this pur- 
pose acts as both a quench and degreaser. The breaker 
has a variable speed of rotation of between 200 and 
300 R.P.M. and only about 1 to 2 percent of the 
smaller flat pieces may become fused together. Most 
other parts are separated with 100 percent efficiency. 


As previously mentioned, the parts being processed 
must be clean and should be as free as possible of 
surface oxides. The existence of this latter condi- 
tion is one of the principle causes of dewetted and 
headed surfaces. This dewetting may be manifest as 


an evenly spaced grouping of small tin globules or 


(Concluded on page 71) 
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By H. £. Zentler-Gordon and E. R. Roberts 


The fact that satisfactory bonding depends on 
both the composition and structure of the brass, 
necessitates a rigid control of the electroplating 
process. This paper describes the analytical 
methods in present-day use, Rapid and accurate 
analysis of the plating solutions and of the 
deposits are also given, 


HE usual brass plating bath contains copper, zine 

and sodium eyanides. to which such substances as 
NaOH. NaHCO,. and NH,OH have been added to 
adjust the pH. The composition is usually expressed 
in 0z/gal; the optimum concentrations and the normal 
working limits for the main electrolytes are shown 
in Table I. The free cyanide of Table T is the ex- 
cess of NaCN over the amount required to form 
Na.CU(EN), and Na.Zn (CN), from the CuCN and 
Zn(CN), in the solution. 


The analysis of such a plating solution involves 
therefore the following determinations: Cu (caleu- 
lated as oz of CuCN per imperial gallon) : Zn (caleu- 
lated as oz of Zn(CN), per gallon): CN (total, 
calculated as oz of NaCN per gallon): Fe (from im- 
purities or from steel parts) ; CO, (calculated as oz of 
Na,CO, per gallon). The analysis of the deposit 
involves only the determination of the ratio of cop- 
per to zine; this may be obtained by determining 
copper only, if the weight of the deposit is known. 
The zine content is then obtained by difference, with 
occasional checks carried out by determining the 
zinc content by titration. 

In addition to the main plating bath, a number of 
auxiliary solutions is used in preparing the iron or 
steel parts for plating. While these must be controlled, 
the limits of tolerance in composition are much wider. 
Consequently analysis of these solutions in a short 
time is much less important, and may be performed 
using ordinary volumetric or gravimetric methods. 
These remarks apply to the alkali degreasing, the 
cyanide strip, the hot 10 per cent sulphuric acid, and 
the acid strip baths, all of which are analysed and 
reported on at regular intervals. 

The time-consuming analysis are, unfortunately, 
those which are the most important, namely, those for 
Cu. Zn, CN (Fe, CO.) in the plating solutton, and Cu 
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and Zr in the deposit. It is to these that the greates 
attention has been directed. 


Analytical Procedures 


Samples of about 50 ml each are withdrawn sinul 
taneously from three different regions of the hath }y 
means of a glass tube about 1 cm in diameter inseried 
to a depth of approximately 60 cm. Sampling is 
carried out while the bath is working (and therefor 
being stirred) and after the temperature and the cur. 
rent density have been checked. 

For the determination of copper and zine by the 
polarographic method, the sample is freed from sus 
pended matter by filtration through a Whatman No. 5 
paper, or by centrifuging: the latter method, while 
perhaps slightly faster, is not always successful be: 
cause of the fineness of the suspended particles of zine 
ferrocyanide and similar complex compounds which 
are always present. To 1 ml of the filtered sample in 
a covered 100 ml tall-form beaker is added an equal 
volume of concentrated hydrochloric acid. When the 
vigorous reaction has subsided somewhat, the solution 
is gently heated on a steam-bath and finally evaporated 
to dryness. The residue is moistened with a few 
drops of concentrated hydrochloric acid and_ the 
volume made up to 100 ml. This solution now con: 
tains approximately 100 mg/L of copper and 10 mg/! 
of zine and is thus of suitable concentration for polaro- 
graphic analysis. The base solution is 4 NV with respect 
to both ammonia and ammonium chloride, and con- 
tains 2 per cent of xylose to eliminate the maximum 
due to copper. To 5 ml of this base solution are added 
5 ml of the solution prepared from the bath: since 
only 2 to 3 ml are required for each polarographic 
analysis, duplicate or triplicate runs can be made on 
the 10 ml of solution so obtained. 


TABLE I 


RECOMMENDED BRASS PLATING BATH 


Optimum 
Constituent cone. Working limits 
oz/gal gem/L oz/gal gm 
CuCN 42 263 38to50 24 to 3l 
Zn(CN), 18 113 1.6to2.0 10 to125 
2.5t03.5 15.5to 22 


Free cyanide 2.8 15 
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TABLE II 


OLAROGRAPHIC ANALYSIS OF SOLUTIONS OF 
KNOWN COMPOSITION 


Gravimetric Polarographic 
mg. mg. mg. mg. 

CuCN Zu(CN), CuCN Zn(CN), 
1.208 0.613 1.228 0.609 

1.329 0.636 1.331 0.639 
1.454 0.696 1.461 0.692 

| 1.596 0.763 1.58 0.750 

) 1.619 0.774 1.625 0.778 


The preliminary work in standardizing a procedure 
for this analysis was done using a polarograph, which 
eave photographic traces of the current-voltage curves 
In the later 
stages. when the method was being adapted for rapid 
While 


this instrument does not provide an automatic perma- 


over the range from 0 to — 2.1 volts. 
routine work, a voltamoscope was employed. 


nent record, it is in many respects more suitable for 
general laboratory purposes. The readings of the gal- 
vanometer may be plotted over the complete range 
of applied voltage if desired, but if suitable precau- 
tions are taken to avoid anode polarization. the copper 
and zine may be determined by taking only three 
calvanometer readings. These are at — 0.25v, on the 
flat part of the curve between the two copper steps; * 
at 0.9 vy, on the flat part between the copper and 
the zine steps: and the —1.25 v, on the flat part 
beyond the zine steps. It must be strongly emphasized 
that the shortening of the determination in this way 
assumes that the anode potential remains constant: 
a note on this point is included below. 


Anode Polarization 


Some difficulty was experienced during the earlier 
stages of the investigation because of anode polariza- 


The first copper step occurs at + 0.03 v., and thus does not 
appear on the current-voltage curves plotted from 0 to — 2.1 v. 


> 


CYANIDE IN 02./CAL 


VOLTAMOSCOPIC STEP IN CM 
Fig. 1. Calibration curve for voltamoscope. 
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tion. The theory of the polarograph assumes that 


the anode is virtually non-polarizable, whilst the 


cathode is in a state of complete concentration polariza- 
tion. The cell supplied by the instrument company 
is made to work with an external anode, contact with 
which is made through a thin strip of platinum. So 
long as a small amount of mercury has formed around 
this contact, the essential condition of non-potariz- 
ability is probably fulfilled, and in’ the majority 
of polarographic determinations no inconvenience is 
experienced. In the case of the above copper and 
zinc solutions, however. the presence of the xylose 
tends to hinder the coalescence of the mercury drop- 
lets. and at the same time fails to permit effective 
contact between the solution and the platinum strip. 
This difficulty may be overcome by placing about 0.5 
ml of mercury in the cell before adding the solution 
to be analyzed. A more convenient cell was designed 
(Fig. 2) incorporating an agar bridge and fitting it 
Whilst the cell is more 


difficult to prepare, it is less wasteful of mercury. and 


into the electrolysis stand. 


was found to be useful for a number of determinations 
hefore any appreciable errors due to diffusion of 
metal ions into the agar were encountered: further, 
the presence of a small amount of dissolved agar 
removing dissolved 


overcomes the necessity for 


oxygen. 


Copper 


For the electrochemical analysis of copper 10 ml of 
the filtered plating solution are placed in a 100 ml 
covered casserole. acidified with 10 ml of nitric acid 
(sp. gr. 1.42) and 5 ml of sulphuric acid, and evapor- 
ated to dryness. Heating is continued for a further 20 
minutes. the residue allowed to cool and then dis- 
solved in a little water containing ammonia. The pre- 
cipitate of hydrated ferric oxide is filtered on to a No. 
41 Whatman paper, washed thoroughly with hot, 
ammoniacal water. and the filtrate and washings col- 
lected in a 200 ml tall-form beaker. (The loss of 
copper in this precipitate is too small to warrant dis- 
solution and reprecipitation of the iron, unless parttcu- 


If the 


iron is to be determined. this precipitate is dissolved in 


larly accurate determinations are demanded. ) 


hydrochloric acid, the iron precipitated with dilute 
ammonia, filtered. washed, ignited and weighed. The 
filtrate and washings are added to the original filtrate. 
The solution is neutralized with (1:1) sulphuric 
acid, 10 ml being added in excess, and electrolyzed 
using a platinum gauze cathode of area 2 dm* and 
stirring continucusly. A current of 0.5 amp. is em- 
ployed until the cathode is completely covered with 
copper. after which it is increased to 1 amp. Approxi- 
mately 45 minutes are required to deposit all of the 
copper. The cathode is washed with water, then with 
alcohol, and dried at 105° C. for 3 minutes. It is 
allowed to cool and is then weighed. The copper is 
stripped by 25 per cent nitric acid, and the cathode 


washed, dried, cooled and weighed: 
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Wt. of deposit 


per gal. 


1.408 0.161 — oz of CuCN 
For the volumetric estimation of zinc 3 drops of 
diphenyl-benzidine are added to the copper-free solu- 
tion from the above determination, and the solution 
titrated with 0.05 \ potassium ferrocyanide solution. 
The latter is standardized against pure zinc oxide. 
The end-point, which is reached when the indicator 
changes trom puiple to pale green. is unreliable if 
copper or iron is present. 
The potassium ferrocyanide solution is prepared 
thus: K,Fe (CN),. 22.0 gm: (CN),. 0.3 gm: 
HO. 1000.0 ml. 

The diphenyl-benzidine solution contains 1 gm. 
dissolved in 100 ml of concentrated sulphuric acid. 

For the determination of total cyanide 5 ml of the 
filtered plating solution are placed in a 500 ml dis- 
tilling flask, and 200 ml of water containing 12.5 ml 
of hydrochloric acid (sp. gr. 1.18) are added. The 
mixture in the flask is distilled until only 75 ml 
remain, the distillate being collected in 25 ml of 10 
per cent sodium hydroxide solution in a 400 ml 
beaker. To the latter solution are added 3 ml of 10 
per cent potassium iodide solution and the whole is 
titrated to the first permanent turbidity with 0.1 N 
silver nitrate solution. 

Total NaCN in oz/gal = 0.316 
AgNo. 

The condenser is rinsed with 10 per cent sodium 
hydroxide before the distillation, and with water after, 
the latter rinsings being added to the distillate. 

The pH of the plating solutions from baths in pro- 
duction was at first determined directly on the solu- 
tion, using the Coleman pH-meter. The observed 
readings were corrected for the “sodium error” charac- 
teristic of each glass electrode, but in general routine 
work it is suflicient to use the uncorrected reading, 
provided the bath characteristics are known in terms 
of this reading. 


ml of 0.1 NV 


Analysis of Brass Deposits 


In the polarographic method the ratio of the two 
metals is determined and it is, therefore, unnecessary 
to know the weight of deposit or the concentration of 
the solution formed from it, provided that the final 
solution electrolyzed contains approximately 100 mg 
of copper per litre. The brass deposit is stripped with 
the minimum possible volume of an ammoniacal am- 
monium persulphate solution of the following com- 
position: (NH,).S,0.. 75 gm; NH,OH (sp. gr. 0.880). 
335 ml; H,O, 665 ml. The copper-zinc solution so 
obtained is acidified with hydrochloric acid and evapo- 
rated to dryness over a water-bath to destroy the excess 
of persulphate. If it has been necessary to use a large 
volume of the stripping agent it is advisable to moisten 
the residue with concentrated hydrochloric acid, take 
up in water, and again evaporate to dryness. The 
final residue is moistened with a few drops of concen- 
trated hydrochloric acid, dissolved in water, and the 
concentration of copper adjusted to about 100 mg/L. 

The procedure from this point on is identical with 
that already described for the analysis of the plating 


hl 
ACAR 
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Fig. 2. Polagraphic cell incorporating agar bridge. 


solution. The ratio by weight of copper to zinc is 
obtained by multiplying the ratio of the polaro- 
graphic steps by the inverse ratio of the atomix 
weights; there is no need to refer to a calibration 
curve, since the absolute figures are not required. 
Since Cu** and Zn** have identical diffusion coeffi. 
cients no further correction is necessary. 


For the electrochemical analysis of brass the pro- 
cedure adopted is to determine the weight of copper 
and the weight of deposit, or both copper and zine 
The detailed method depends on whether or not the 
part in question is too large to be weighed :— 


(l) Hf part is too large to weigh. the deposit is 
stripped with the ammoniacal ammonium persulphate 
solution already described, and the solution filtered 
from particles of iron or steel, such residue being 
carefully washed with ammonia. The solution is evap- 
orated to half its bulk to destroy the excess of per- 
sulphate, filtered to remove any iron hydroxide, 
and the filtrate neutralized with (1:1) sulphuric acid. 
10 ml being added in excess. Copper is obtained elec- 
trolytically as in the analysis of the plating solution. 
whilst zinc is determined volumetrically in the solu- 
tion after deposition of the copper. 


(2) If part can be weighed, the article is weighed 
and the deposit stripped as above; the article is then 
washed and dried. and reweighed to obtain the weight 
of the deposit. The solution is acidified with nitric 
acid (previously freed from nitrous acid by reaction 
with urea) and the copper determined electrolytically. 
The percentage of copper is calculated from the cop: 
per-brass ratio, and the zine obtained by differenc: 


It was found useful to obtain several deposit analy- 
ses during an eight-hour plating day so as to be able 
to control the variations in composition due to a ver) 


mixed load of work in a manually operated bath. 


Test Deposit 


The following preparation of the brass deposi‘ is 
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test plate (a piece of mild steel sheet, 76 
| om x 1.6 mm thick) which has been plated 
aif ites in a fixed position in the bath is weighed 
rass stripped in 30 ml of the ammoniacal 

persulphate solution. The solution is 
| to a conical flask, one pellet of caustic soda 


trans 


Badd d the whole boiled on a hot-plate. The steel 
Br vashed with water and acetone, dried for 5 
3 minutes in an oven at 100° C., cooled and weighed. 
) When the solution has become cloudy due to precapita- 
© sion of basic copper sulphate, 4 ml of 50 per cent 
acetic acid are added and the solution boiled for a few 
) more minutes. When all of the precipitate has dis- 
) solved. the flask is cooled under running water and the 
: opper determined by the normal iodometric titration. 

: Routine Control 


From a knowledge of the bath volume, the com- 
position of the plating solution, and numerical values 
for all of the other factors which may be controlled in 
this process, the necessary additions and alterations 
in the working conditions may readily be made. 

If all other controllable factors can be kept con- 
stant. the anode efficiency should easily reach 100 per 
cent so that no additions of copper or zinc need be 
made: but in order to maintain good anode corrosion 
it is necessary to ensure a constant and high free- 
cyanide concentration. When plating continuously, 
this is most easily achieved by making suitable addi- 
tions of sodium cyanide every 3 to 6 hours so that 
the average concentration over 24 hours for a given 
area of work plated is constant. This will compensate 
for losses due to evaporation, decomposition, and 
dragout. Alternatively, if plating is intermittent, the 
anodes may be removed from the bath during “off” 
periods. which will reduce the consumption of cyanide. 

In a solution working at a temperature of 75° to 
Wb. a pH of 9.5 to 10.6 (measured electrometrically 
on the Cambridge pH-meter), and a cathode current 
density of 6 to 8 amp/ft? the following adjustments 
will result in increasing the copper content of the brass 
deposits: (a) addition of copper cyanide; (b)_ in- 
crease in temperature; (c) increase in current density: 
‘d) decrease in pH; (e)) increase in free cyanide. 

Under the same set of conditions as indicated above, 
the percentage of zine in the deposit may be increased 
by adding zine cyanide, by lowering the temperature, 
decreasing the free cyanide, or the current density. or 
by increasing the pH. A small addition of ammonia 
is a most effective, though only temporary, measure 
for insufficient deposition of zinc. If the pH is in the 
neighborhood of 11 (measured electrometrically) an 
addition of ammonia will not raise it, although the 
zinc content of the deposit may temporarily increase, 
but additions of caustic soda or, in certain cases. cal- 
cium hydroxide have a marked and permanent effect 
on the pH. A more lasting improvement or increase in 
ane deposition is achieved by balancing the metal 
‘on concentrations, leaving the pH and other factors 
mentioned as nearly constant as possible. 

An important characteristic of brass-plating baths 


rs thei good throwing power, i.e., their capacity to 
| posit plate of constant composition into the recesses 
ETAL 
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of the work. This will vary with the composition of the 
alloy being deposited but, aside from this, it is a func- 
tion of cathode polarization, current density, and free 
cyanide, and may be improved by adjusting any of 
these variables or by increasing the distance between 


anode and cathode. 


It is naturally easier to control a continuous auto- 
matic plating process than an intermittent one. In 
manually operated baths in which the work varies 
considerably in size and shape and also in the man- 
ner of attachment to the cathode bars, the composition 
of the deposit will vary with the “local” current den- 
sity and with the throwing power effect. It is, there- 
fore, useful to check the brass deposit twice or even 
three times during the eight-hour plating day, espe- 
cially when the nature of the bath load has been 
altered. The necessary adjustments are most easily 
made by slight alterations in the current density. 
Broadly speaking, any desired alteration in the compo- 
sition of the deposit can be brought about by 
acting on one or more of the factors normally 
controlled in the process, but response to such 
changes may not always be immediate. If it is 
essential to obtain a rapid reaction in the electrolyte, 
the factors to be altered are: (a) temperature: 
(b) current density: (c) ammonia concentration. 
Thus an increase in temperature of 2° F., or an in- 
crease in cathode current density of 0.5 amp/ft* will 
raise the copper content approximately 2 per cent. 
Conversely, a similar increase in zinc content can be 
effected by addition of 0.5 gm/L of ammonia (sp. gr. 
0.880), provided that the ammonia content of the 
solution is of the order of 1.5 gm/L (reckoned as 
NH,OH). 

The pH of a solution which plates 70/30 or 75/25 
brass may vary between 9.4 and 11.0 (measured elec- 
trometrically) according to bath composition. For a 
given bath, the pH should be constant from day to day 
to within 0.1 to 0.2 unit. Provided the electrode effi- 
ciencies are reasonably balanced and that the solution 
is not allowed to become depleted in metallic cyanides, 
the pH wiil remain stable for long periods of opera- 
tion. While it is best to work with a self-maintaining 
solution, if depletion does occur it is more expeditious 
to make small additions rather than alter such factors 
as free cyanide, pH, or anode area, especially when 
the load is a varied one. If the pH varies following 
a temporary failure in routine controls, it is adjusted 
by making small additions of sodium bicarbonate, or 
caustic soda, of the order of 0.2 gm/L. The sodium 
carbonate content of the solution builds up gradually 
and should not exceed 60 to 70 gm/L; in a well-con- 
trolled electrolyte this concentration may be main- 
tained by drag-out effect. 

Approximately 2.5 hours are saved by using the 
voltamoscopic method in preference to the electro- 
lytic-plus-volumetric method, which enables one as- 
sistant to perform all of the analyses and recommend 
alterations in bath operating conditions. Rapid analy- 
ses and equally rapid corrections of the variables 
involved enable the laboratory to keep a constant check 
on the process even when variable plating conditions 
and mixed loads are being encountered. 
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MPORTANT methods for the evaluation of metal 
surfaces have been developed in the past few years: 
these have in turn made possible improvements in high 
precision machine work. The most widely used instru- 
ments have been those using a movable stylus arm 
traveling over the surface; types of surface standards 
and scanning instruments have been discussed fully by 
Broadston.! 

As early as 1935 Hardy? described an optical system 
for determining the reflection from various surfaces: 
today a commercial reflection instrument called the 
“Glossmeter” is commonly used in paint and wallpaper 
evaluation. The use of a reflection method for evalua- 
tion of the quality of a polished metal surface was re- 
ported by Gilbertson and Fortner’ and Young and 
Brytezuk.* Since it seems likely that there will be in- 
creased use of optical methods for surface evaluation, 
this article aims to call attention to the instruments 
now available. These fall into two classes—those show- 
ing a picture of the surface and one which measures 
accurately the light reflected from the surface. 


Surface Pictures 

A kit is available which includes a strip of plastic 
and a solvent. Solvent is applied to a metal surface; 
the plastic is pressed on, allowed to dry, and peeled 
off thus forming a replica of the surface which can be 


Figure 1. Diagram of comparator. 


Optical Methods for Evaluation of Metal Surfaces 


By Arthur A. Vernon, Northeastern University, Boston, Mass. and John Broomfield, The Comter Co., Waltham, Mass. 


viewed in a projector or compared with a standar) ; 
surface. Herschman® has studied this method extey, ‘4 
sively and developed a surface analyzer for e\ aluating 4 
the replicas. His apparatus consists of a photo-electrc FU 


cell circuit and an oscillator which moves the traps. 
parent replica rapidly back and forth in the light heay 
striking the cell; by calibrating the developed voltage 
against known standard surface roughnesses. an ap. 
alyzed curve can be obtained, and from these dats 
unknown surfaces can be evaluated. Herschman’s yp. 
sults showed that the method was particularly suited 
for evaluation of finely finished surfaces. 

An instrument. based on visual comparison is als 
used for the evaluation of metal finishes. This instru. 
ment is a dual microscope which views and compares 
two surfaces simultaneously. standard surface 
which has a perfect finish will appear black in th 
instrument and it is claimed that differences of ! 
R.M.S. can be determined satisfactorily. 


Figure 2. Operating principle. 


Reflection Method 


A quick scanning surface comparator® which oper 
ates on the photoelectric principle is being marketed. 4 
parallel beam of light of small cross section is project’ 
perpendicularly to the work surface and reflected baci 
along the same light axis. It is then received on : 
photocell and the effect amplified. This is achieved )) 
the arrangement shown diagramatically in Figure | 
where M is a transparent mirror, P a photocell. ( 0: 
limator slits, S light source, L lens, A lower apertur 
and light shield, and W the work surface ew: 
measured, 

The operating principle is thought to be substantial 
as illustrated in Figure 2. Only light reflected frov 
the crests or included in a very narrow angle is abl 
to enter the optical system and reach the photocell. ! 
is evident that as the finish becomes finer the surfate 
irregularities become shallower, and the crests })roade’ 
More surface area is thus made substantially °) des 
to the projected beam and more light enters th: phot 
cell. 

Since the overall response is accurately linear 


* Manufactured by The Comter Co., Waltham, Mass. 
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Figure 3. Instrument percent readings of platinum standard; 
cylindrical standards, ground finish. 
instrument can be conveniently calibrated by means of 
a platinum standard provided. This practically perfect 
surface of platinum is regarded as 100% finish and 
the meter is therefore calibrated such that full scale 
leflection represents LOO%e with the meter factor switch 
set at unity. By suitable settings of this meter factor 
switch five ranges of sensitivity can be obtained, the 
highest sensitivity being 20% for full scale deflection. 
\ny tinish can easily be compared to the standard by 


FUSING OF ELECTRODEPOSITED 
TIN COATINGS 
(Concluded from page 65) 

may appear as a rough surface similar to that ob- 
tained by “hot dip” immersion directly into the 
molten metal. Neither type is desirable and both may 
be avoided by proper control and technique of 
application, 

used tin coatings may be applied to both ferrous 
iid non-ferrous basis metals. Any metal that may be 
tin plated and which will not be affected by the fusing 
temperature will take a fused tin coating. From a 
practical point of view, it may be said that the least 
trouble may be expected when fusing directly on cop- 
per or copper plate. However, this does not necessarily 
hold true in all cases as excellent results may be 
obtained directly on brass or steel. A recent technical 
article contains illustrations of successive states of the 
fusing process as shown by 16 mm. motion picture 
photographs taken through a microscope by H. J. 
Francis of the Illinois Institute of Technology. De- 
' and typical crater formations as well as the 
eading which results on occasion are shown. 


It held that the dewetting and beading became 
serious only when the part was heated at too high a 


simply multiplying the meter reading by the mete 
factor used. 

Either flat or cylindrical work surfaces can be meas- 
ured and accurately compared with each other pro- 
vided that the material and the method of producing 
the finish are the same, as for instance, all ground or 
all lapped and by the same method of grinding o1 
lapping. The lay of the grain has no effect on the 
accuracy of the results. 

While this instrument does not actually measure the 
depth of the surface irregularities, there is a close 
correlation between the microinch readings of a ground 
surface and the readings for finishes rougher than 3 or 
1 microinch R.M.S. Figure 3 made with ground cylin- 
drical standards, shows this relation. It should be 
noted that the sensitivity of the comparator has an 


inverse relation to the stylus type instrument for the 


measurement of surface finish: therefore it is particu- 
larly useful for the measurement of highly finished 
surfaces. 

The instrument is of rugged design, able to with- 
stand shop use, and is in fact intended for use on the 
production line. It is equipped with suitable work 
holders and a ball bearing carriage and no special skill 
is required to set it up or operate it. 
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temperature or held in the molten state too long. 


It is not the purpose of this article to compare the 
relative merits of fused and unfused tin plated coat- 
ings as to corrosion resistance. It has been claimed 
that tests have not shown appreciable differences in 
this matter. 


Conclusion 


From a visual standpoint, the difference in appear- 
ance between the normal plated matte finish and the 
bright shining fused coating makes the latter more 
desirable. Fingermarks and moisture which immedi- 
ately stain a matte finish leave no such stains on the 
fused coating, thus simplifying the handling problem. 
Nor will fused parts tarnish as readily upon storage 
as will those unfused. Certainly, where appearance 
may affect salability, the fused coating is by far the 
more preferable. 
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By LOUIS SILVERMAN. Westinghouse Electric Corp., Pittsburgh, Pa. 


WATER solution of sodium hydroxide, sodium cyanide 

and sodium carbonate, when titrated with standard 
acid, gives a result which indicates the alkaline content of 
sodium hydroxide, sodium cyanide and part of the sodium 
carbonate. If, before titration, excess barium chloride be 
added, the titration would then show the combined values 
of sodium hydroxide and of sodium cyanide. 

Sodium cyanide is an example of a salt containing a 
strong base and a weak acid. ‘This type of salt hydrolyzes 
to such an extent that its water solution titrates as if it were 
free sodium hydroxide. The hydrolysis can be prevented 
by dissolving this type of salt in alcohol. In alcoholic 
solution the acid and base radicals remain combined, and 
there is no free alkali which may be titrated with standard 
acid, 

In this manner the free sodium hydroxide content of a 
mixture of sodium hydroxide, sodium cyanide and sodium 
carbonate may be obtained. Following the free sodium 
hydroxide determination the carbonate content may be de- 
termined by titration of the insoluble barium carbonate. 


Reagents 

Alcohol. Denatured alcohol, made alkaline to phenolph- 
thalein by sodium hydroxide. 

BaCl, solution. A cold saturated solution of BaCl,.2H,O 
in water, about 40 grams per 100 ml. It should be alkaline 
to methyl orange or methyl yellow. 

Phenolphthalein indicator. One gram of powder dis- 
solved in 100 ml of alcohol. Add sufficient sodium hydrox- 
ide to color the solution a faint pink. 

Methyl orange or methyl yellow indicator. 
dissolved in one liter of water. 

Standard alkali and acid. 0.5—WN solutions are preferred. 
The alkali is standardized by titration against Bureau of 
Standards potassium acid phthalate. The acid is then 
titrated against the alkali, using methyl orange indicator. 


One gram 


Procedure 


1. Free NaOH Determination: Pipette a 10 ml sample 
into a 300 ml beaker. Add slowly, with stirring, 25 ml of 
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Determination Free Sodium Hydroxide 
Sodium Carbonate Plating Solutions 


a saturated BaCl, solution. 
drops of a one per cent alcoholic phenolphthalein soluti 
Stir well. Titrate slowly, with a standard 0.5—N hydroch): 


Add 150 ml of alcohol and | 


ric acid solution. until the solution is colorless. 
minute and complete the titration. 


Stir on 


Calculation: 
(ml Acid Solution) >< (Normality of Solution) 
(0.535) — oz/gal., free NaOH 


2. Sodium Carbonate Determination: Add 
water to the beaker. Stir. 


100 ml 
Let the precipitate settle co 


pletely. Decant through a 15 cm. Whatman No. 7 pay 
containing pulp. Wash twice by decantation, using ho 
water. 


Transfer the precipitate to the paper, using | 
water. Wash the paper and precipitate six times, allowing 
the liquid to drain completely each time. Discard ‘lr 
filtrate. 

Open the paper into the 300 ml beaker. Wash the pr 
cipitate off the paper with water. Dilute the solution int 
beaker to 150 ml with water. Macerate the paper wil 
stirring rod. Add 6 drops of one per cent phenolphthal 
indicator. Without recording the results, add 0.5\—hydr 
chloric acid solution until the solution is colorless. Stir! 
be certain that all alkali has been neutralized. Add 4 drop 
of a 0.1 per cent methyl orange or methyl yellow indicator 
Record the burette reading, and titrate with standard 0.5\- 
hydrochloric acid until the solution is rec, then over-titr! 
3to5 ml. Record the result. Stir to be certain that all! 
barium carbonate has been acidified. Back titrate 
standard 0.5N—sodium hydroxide until the red © 
changes to orange or orange-yellow. Record the reslt. De 
not titrate to the phenolphthalein red. 


Calculation: 


[(ml HCl N of acid) —(ml NaOH N of alkali 
[0.706] = oz./gal., Na,CO, 


Discussion 


The method proposed for the determination © 
corresponds to the determination of free alkali ir +0‘ 
the latter method the interfering salts are so 1" 
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Zine Cyanide Baths 


Sodium Carbonate 
Proposed 
1.0 5.1 13.4, 13.5 14.3 
| 5.7 13.7, 13.9 15.3 
3.4 12.1 13.2 
* 1.6 14.1, 14.2 14.8 
; 4.0 14.1, 14.1 14.5 
LY 1.4 (a) 15.5, 15.6 16.1] 
Alkaline Tin Baths 
Free NaOH Sodium Carbonate 

Proposed 

Wethod Ref. Proposed Ref.” 
15. 25 2.3 16.7, 16.9 
6.1, 6.3 py 15.3, 15.5 

13 1.1 4.3, 4.4 
2.7, 2.8 22 3.4, 5.5 

1.3, 1.4 1.1 4.9, 4.9 
2.1 18.5 

1.6, 4.6 23 14.9, 14.9 
2.4, 2.4 2.0 4.0, 4.2 

3.13 0.9 6.2 

8, 1.8 1.4 


whose hydrolytic constants are similar to that of sodium 


cvanide. 


Several precautions should be noted. The barium chlo- 
ride must be added in sufficient amount to precipitate all 


' carbonate: if not, some sodium carbonate will be filtered 


as sodium salt. Barium carbonate is not titrated by acid 


_ at the phenolphthalein color change. 


In the sodium carbonate determination, when water is 
added. any residual sodium cyanide hydrolyzes, and the 
solution becomes pink. This is not free alkali. Most of the 
cyanide was washed away, but a small amount adheres to 
the barium carbonate precipitate. This does not introduce 
ily error, because the unrecorded titration with phenolph- 
thalein indicator neutralizes this alkali. Finally, the over- 


titration of barium carbonate. 


‘PARISON TITRATIONS FOR FREE ALKALI AND FOR SODIUM CARBONATE, RESULTS IN “OZ./GAL.” 


Cadmium Cyanide Baths 


Free NaOH Sodium Carbonate 
Proposed 
Method Ref Proposed Ref? 
1.0, 1.0 8 4.8 1.6 
120 12) 11.9 
1.4, 1.5 10.8, 10.9 11.0 
11.0, 11.2 10.9 
4.0, 4.0 4.2 
0.47, 0.55 0, 48 3.9 


Copper Cyanide Baths 


Free NaOH Sodium Carbonate 

Proposed 

Vethod Proposed Ref? 
1.14, 1.14 8, 1.9 

0. O (b) 13.9, 14.1 

0.50, 0.53 ja 

0.33, 0.39 

0.32, 0.40 

0, 0 (b) 93, 9.6 

0.48, 0.51 18 1.9 

1.03, 1.03 13.6, 13.7 


(a) Molybdate bath 
(b) Cyanide-citrate bath 


In the tables comparison results are given. The free 
alkali determination was made directly using sulfo-orange 
indicator,?* * and the carbonate determinations were made 
according to the same reference. All tests were made upon 
plating baths in operation. 
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This Washington 


By George W. Grupp, Metal Finishing’s Washington Editor 


The Court's Decision on Lewis and His Miners 

Since the United States Supreme Court decision on 
John L. 
one (a vote of 7 to 2 on the contempt citation; and a 
vote of 5 to don the Norris-LaGuardia Act), it may 
be some years hence before we know the real results 
of these history making decisions. Justices Jackson 
and Frankfurter dissented on the right of the Govern- 
ment to a permanent injunction. Justices Douglas 
and Black agreed that the Norris-LaGuardia Act does 
not bind the Government, but they dissented as regards 
the fines. Chief Justice Vinson and Justices Frank- 
furter, Jackson, Reed and Burton agreed that the 
$3.500.000 fine for the UMWA is excessive, but they 
decided to leave the Lewis fine stand at $10,000. 
Justices Murphy and Rutledge dissented in both de- 


cisions. 


Lewis and his miners was not a unanimous 


In summing up his dissenting opinion Justice Rut- 
ledge said: “Much more is involved in this controversy 
than the issues which have been discussed. The issues 
in the main suit have not been determined and_ it 
would be beyond our function to intimate opinion 
concerning them now. The courts and all other divi- 
sions or agencies of authority must act within the 
Specifically it 
means in this case that we are bound to act in defer- 


limits of their respective functions. 


ence to the mandate of Congress concerning labor 
injunctions, as in judgment and conscience we con- 
ceive it to have been made. The crisis here was grave. 
Nevertheless, as I view Congress’ action, I am unable 
to believe that it has acted to meet, or authorized the 
courts to meet, the situation which arose in the manner 
which has been employed.” 

Then Justice Rutledge added: “No man or group 
is above the law. All are subject to its valid commands. 
So are the Government and the courts. If, as I think, 
Congress has forbidden the use of labor injunctions in 
this and like cases, that conclusion is the end of our 
function. And if modification of that policy is to be 
made for such cases, that problem is for Congress in 
the first instance, not for the courts.” 

Justice Murphy summed up his dissenting opinion 
by saying that “it has been said that the actions of 
the defendants threatened orderly constitutional gov- 
ernment and the economic and social stability of the 
Nation. Whatever may be the validity of these state- 
ments, we lack any power to ignore the plain mandates 


of Congress and to impose vindictive fines upon the 
defendants. They are entitled to be judged by this 
court according to the sober principles of law. 4 
judicial disregard of what Congress has decreed may 
seem justified for the moment in view of the crisis 
which gave birth to this case. But such a disregard may 
ultimately have more disastrous and lasting effects 
upon the economy of the Nation than any action o! 
an aggressive labor leader in disobeying a void court 
order. The cause of orderly constitutional government 
is ill-served by this misapplying the law as it is written, 
inadequate though it may be, to meet an emergenc 
situation, especially where that misapplication  per- 
mits punitive sanctions to be placed upon an individual 
or an organization.” 

What Justices Murphy and Rutledge are pointing 
out is that if the Act meant what it said then Lewis 
was right. And if Lewis was right, and the court 
having acted as it did, the United States Supreme 
Court exceeded the function of courts—to interpret 
the law and to refrain from legislating into existence 
amendments » the law. If the courts are permitted 
the function of legislation, then some have asked: 
What is the purpose of having a Congress if the 
courts perform legislative powers by adding to, or 
It is their opin- 
ion that if the courts are permitted to assume legisla: 
tive functions it will result in instability and the end o! 
representative government. 


subtracting from, Congressional acts? 


Court Rules Foremen May Organize 


The United States Supreme Court upheld the Ne 
tional Labor Relations Board order (by a vote of 9 
to 4), in the Packard Motor Company case by ruling 
that foremen are employees and not employers. The 
effect of this decision is that foremen may organize 
and bargain for themselves with their employers: and 
their employers must recognize and do business wit! 
such unions. Justice Jackson declared that “the poit! 
that these foremen are employees both in the most 
technical sense at common law as well as in common 
acceptance of the term, is too obvious to be labored. 

Then he added: “The context of the act (\\ ignet 


Act) leaves no room for a construction of this section 
(Section 2(3) ) to deny the organizational pr ileze 
to employees because they act in the interest { the 


employer. Every employee, from the very | °° of 
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ment in the master’s business, is required to 
his interest. He owes to the employer faithful 
mance of service in his interest, the protection 
employer’s property in his custody or control, 
ll employees may, as third parties, act in the 
st of the employer to such an extent that he is 
for their wrongful acts.” 


i yen those who act for their employers in some 

ers. including the service of standing between the 
management and manual labor,” he continued, “still 
have interests of their own as employees. Though the 
foreman is the faithful representative of the employer 

naintaining a production schedule, his interest 
properly may be adverse to that of the employer when 
it comes to fixing his own wages, hours, seniority 
rights or working conditions. He does not lose his 
right to serve himself in these respects because he 
serves his master in others. And we see no basis in 
this act whatever for holding that foremen are for- 
hidden the protection of the act when they take col- 
lective action to protect their collective interests.” 


What Has Congress Done So Far? 


Congressional delays in the preparation and passage 
of tax and labor legislation are being sharply criticized 
in many quarters. As a result the 80th Congress is 
beginning to be called the “Do-Nothing Congress.” 
That. of course, is not an accurate picture of Congress, 
for it has been busy with many measures, in spite of 
the too much fighting within the folds of the Republi- 
can members, and the cautiousness about passing 
measures. [t might surprise some citizens to know 
that since its opening on January 3, 1947, up to and 
including March 17, 1947, a total of 2.887 measures 
have been introduced by members of the House and 
1.095 measures have been introduced by members 
of the Senate. A total of 17 bills have been enacted 
into law: one bill awaits the signature of the president; 
the House has passed on 110 measures; the Senate 
has passed on 81 measures: a total of 93 measures 
have been reported to the Senate; and total of 150 
measures have been reported to the House. Then on 
top of this congressional committees have held many 
public hearings on many measures, including those 
dealing with labor. It will not be long. and plenty of 
measures will be passed! and then it may be criticized 
lor manufacturing too many laws. . 


President’s Advisors Studying 
\nnual Wage Guarantee Idea 


The Council of Economic Advisors, 
Dr. Edwin Nourse, chairman; Dr. John D. Clark: 
ad Leon Keyserling), have begun the study of the 
vnual wage guarantee report as handed to the Presi- 
eal by the OWMR staff headed by Murray W. Lati- 
'. To what extent the Council will project the 
earch of the report is not known; neither is it 
rat th’s writing what the Council will recommend. 
vever, 


President's 


it is not unreasonable to assume that the 

will be given at least favorable consideration. 
‘ainly the chairman of the Council does not think 
agement is without fault for it is hissopinion that 
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the decisions of American business executives since 
V-J Day have not “added up to anything like a work- 
able solution of the Nation’s business problem.” He 
is an advocate of “moderate” wage increases in the 
lower or medium wage brackets. He feels that “ex- 
cessive” wage increases would be “merely a source 
of further demoralization.” Up at the other end of 
the mall one finds that Senator Brien McMahon of 
Connecticut has introduced a bill which would require 
companies now paying wage guarantees to file deserip- 
tions of their systems with the Secretaries of Labor 
and Commerce. And in other sections of the country 
one finds private groups, like the CIO and the United 
States Steel Corporation, are making studies of the 
annual wage guarantee idea. Of course it is possible 
the Council will take advantage of these and other 
efforts for they are expected to weigh carefully the 
strong counter-arguments to the idea. 


April Is “Defend Labor Month” 


The C.1.0. Executive Board unanimously adopted 
a resolution designating the month of April 1947 as 
“Defend Labor Month.” Because the Board believes 
that certain labor legislation before Congress is a 
threat to the continued existence of organized labor, 
all C.L.O. local 


trial union councils, and C.1.O. members are being 


international unions, unions, indus- 
urged to demonstrate to Congress that the labor move- 
ment is united against the passage of certain proposed 


legislation which will disturb the present position of 


labor. They have been instructed to organize (1) 
mass labor and citizen rallies: (2) shop and_ plant 
gate rallies; (3) special radio programs: (4) leaflet 
distribution campaigns at plant gates and at private 
homes; (5) petition signing campaigns: (6) dele- 


gations to Congress, to state governors, to state legis- 
latures. to mayors, to county officials; to consumer, 


fraternal and religious organizations: and (7) letter 


and telegram campaigns. 


German Anodizing Methods Described in Report 


The Commerce Department's Office of Technical 


Services has issued a report on “German Anodizing 
(PB-49275), which 


$3.00 per photostatic copy. This 33 page report. illus- 


Practice,” may be bought for 
trated with diagrams, treats on the German anodic 
oxidation methods for forming a_ protective oxide 
film on aluminum and aluminum alloy products. The 
report states that seven companies used an anodizing 
process requiring a sulphuric acid bath as the elec- 
trolyte and direct current as a source power. Seventy 
per cent of all anodizing work in Germany is said to 
have used this process. One company in Stuttgart is 
said to have favored alternating current with sul- 
phuric acid in anodizing porous sand castings. be- 
cause it believed that such procedure helped to reduce 
pitting. For a ductile oxide coating on aluminum- 
copper alloy castings this company used oxalic acid 
for the electrolyte and an alternating current of rela- 
tively high voltage. Another Stuttgart firm found that 
pistons receiving anodizing treatment were not cor- 
roded by lead fuels. 
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Productivity Will Be Up 30 Per Cent by 1950 


The economists of the Labor Department's Bureau 
of Labor Statistics predict that industrial productivity 
per man-hour in 1950 will exceed the 1939 level by 


from 20 to 30° per cent. 
conclusion is based on the past peacetime trends. 


House Passes Suspension of Copper Duty 


\ bill to suspend the four cents per pound import 
tax on copper for two years was passed by the House 
of Representatives on March 12th; it is now in the 


Senate for action. 


10,000 Tons of Copper Must 
Be Imported Monthly 


The Office of Temporary Controls estimates that 


we must import at the rate of 30,000 to 40,000 tons 
of copper per month to meet the requirements of 


American industry. 


Antimony Control Eased 


The Civilian Production Administration of 
Office of Temporary Controls on March 12, 1947 
amended General Preference Order M-112 so that 
antimony users, in applying for allocations, need no 
longer specify any specific grade of the metal. 


1.500.000 Ounces of Silver Shipped to England 

During the latter part) of February 1,500,000 
ounces of silver was shipped from the United States 
to England on the Queen Elizabeth. 


32.000 Tons of Tin Allocated to 
Tinplate Industry 

The Civilian Productive Administration of the office 
of Temporary Controls has tentatively allocated about 


$2,000 tons of tin for the tinplate industry for the 
vear 1947, 


110,000 Tons of Tinplate to Be Exported 


The Civilian Production Administration has au- 


thorized the export of 110,000 tons of tinplate during 
the second quarter of 1947, to be used for the preser- 
vation of perishable foods. 


Silver Recommendations 


Members of the Economists’ National Committee 
on Monetary Policy have recommended “that the 
lreasury be directed to sell its surplus or so-called 
‘free’ silver at the market price, provided this be not 
less than the cost (average per ounce) to the Treas- 
ury.” And they also recommend that “the United 
States Senate should not revive nor extend the life 
of the Senate Special Silver Committee. This has 
heen a pressure group operating constantly in behalf 
of silver mining interests, and its existence and opera- 
tions have reflected badly upon the objectivity of 
Congress in matters affecting our monetary system 
and silver.” 


But to protect themselves 
against error of prediction they point out that this 


Mercury Production Falls Off 


The Bureau of Mines of the Interior Deparment 
reports that the production of mercury duriny the 
last quarter of 1946 was slightly below the level of 
the first three quarters of the year. 


Demand for Platinum 


Experts report that the demand for soft’ platinuy 
is fairly heavy for industrial purposes, but the demand 
of this metal by the jewelry industry is quiet. 


U. S. Copper Exports to Japan 
from 1936 to 1940 


Representative Daniel A. Reed of New York, in 
addressing the House of Representatives, stated that 
our copper exports to Japan during the years 1936 
to 1940 inclusive amounted to 717,247,918 pounds. 
In other words our copper exports to Japan were 
5.355.471 pounds in 1936; 10,838,709) pounds in 
1937: 217,879,738 pounds in 1938; 249,277.04) 
pounds in 1939; and 233,897,000 pounds in 1940, 


Tin Can Size Restrictions Lifted 


The Office of Temporary Controls on March 7, 1947 
removed the restrictions on the size of metal cans 
which may be made from terne plate and tinplate. 


Fogarty Urges Temporary Suspension 
of Copper Tariff 

In urging favorable consideration of H. R. 1620, 
Representative Fogarty told members of the House 
thai “many factories and shops are faced with sus- 
pension of operations because of the very serious 
shortage of copper. Many branches of the copper 
industry will have to curtail operations drastically 
because there is not sufficient copper available to meet 
the present demands. The lack of domestic coppe! 
has been made up for, to some extent, during the 
last year by releases of Government owned stock-pile 
copper. This stock pile is down to the vanishing 
Imported copper has shrunk to a_ negligible 
quantity because of the 4 cent tariff. If this measure. 
H.R. 1626, is approved, the tariff on imported copper 
will be suspended until such time as the domesti 
sources are able to produce sufficient copper for the 
needs of the coper industry in this coumry.” 


point. 


Arizona Copper Tariff Board Presents 
Brief Upholding Copper Duty 


In a brief opposing the removal of the copper duty. 
the Arizona Copper Tariff Board, says in part: “Cop 
per production is a primary industry in Arizona 
That industry cannot exist in this State, nor, indeed. 
in the United States, if the tariff on foreign copper is 
removed because of much lower production costs 
abroad resulting from (a) higher-grade ores, ||)! 
greater ore reserves, (c) low-cost peon labor, (d) lowe 
taxes and overhead, (e) less workmen’s compensati 
social security, ete., and 
living.” 


lower standards 
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Fume Removing and Treating 
Apparatus 
2.415.471. Morton 1. Dor- 
2 an., Feb. 11, 1947. 
 \pparatus for removing fumes that 
locally generated by industrial 


mits, comprising a floor-like support 
adjacent to such a unit and provided 
with a fume conduit having a horizon- 
tally disposed orifice, a removable 
hood positioned above said orifice hav- 
ng a bottom wall provided with a 
lume discharging opening registering 
therewith and having a fume-receiving 
pening at one of its sides, a remov- 
reticulated 
fume-receiving 
opening formed to intercept hard par- 
icles entrained in fumes entering the 
hood, a removable horizontally dis- 
posed screen borne by the hood adja- 


thle vertically disposed 


wire screen said 


ent to said fume-discharging opening 
iid horizontally removable through a 
-ide of the hood, and means for ap- 
lying suction through said conduit 
id hood to withdraw fumes from 
such unit through said receiving open- 


Cleaning and Finishing Device 


(. S. Pat. 2,415,844. George C. H. 
Perkins., Feb. 18. 1947 


\ finishing device comprising a 
unit for embracing the object to be 
‘perated upon, said unit embodying 
of cooperating sections 


plur lity 
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adapted to form a chamber around 
the object when disposed in associa- 
tion therewith, means for holding said 
sections together, said chamber being 
adapted to contain an attritive sub- 
stance, oppositely directed jets for sup- 
plying fluid under pressure within said 
chamber for creating turbulence to 
cause said substance to travel around 
in said chamber and to contact the 
object, and venting means for said 
chamber for permitting escape of ex- 


cess air. 


Sanding Belt Machine 


U.S. Pat 2.410.493. Herman S. New- 
ton., Feb. 25, 1947 


\ sanding machine including a 
cabinet having a false top and a re- 
movable top section having a work 
table thereon, a work head supporting 
column vertically reciprocable in said 
cabinet, a work head carried by said 
column comprised of telescopically re- 
lated tubular 
mounted on said column. means tor 


members rotatably 


limiting rotative displacement of said 
head work spindles mounted on the 


outer end of each of said tubular 


axes are at right 


he se 


members 
angles to that of said members, ex- 
pansible sleeves carried by said spin- 
dles. sanding means on said spindles. 
a motor supported by one of said 
tubular members to drive the spindle 
thereon, means for driving the com- 
panion spindle from said first spindle. 
means for tilting said companion spin- 
dle relative to said first spindle, means 
for raising and lowering said column, 
and means within one of said tubular 
members for exerting a constant pres- 
sure against the other to maintain ten- 
sion on said driving means. 


Buffing Wheel 
U. S. Pat. 2,415,947. Fritz E. Hen- 


drickson, assignor of one-half to Mur- 
ray lreland., Feb. 18, 1947 


A composite bufling wheel compris- 


1947 


ing a plurality of bufling sections, each 
section comprising a plurality of sets 
of centrally perforated cloth dises in 
close side-by-side position, a plurality 
of sets of parallel threads of fibrous 
material between each two adjacents 
sets of dises, a plurality of seams ex- 
tending across all of said sets of dises, 
each plurality of sets of dises being 
folded diametrically at right angles to 
said threads of fibrous material and a 
pair of seams substantially parallel to 
first holding  to- 
gether said folded portions. 


said named seams 


Liquid Density Measuring 
Apparatus 


March 4, 


Pat. 


Hydrometer apparatus comprising 
means to present an air-liquid surface, 
a balance system comprising two 
huovant bodies of different immer- 
sion factors to float on said surface 
and a pair of similar balance beams 
to which said bodies are severally con- 
nected, said balance system adapted to 
displace said balance beams about 
equal angles on changes of the level 
of said air-liquid surface and about 


differing angles on changes of the 
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density of said liquid, a stationary 
measuring device transmission 
means between said balance beams 
and said measuring device, said trans- 
mission means adapted to respond ex- 
clusively to the difference of said an- 
gular displacements but not to the 
angular displacements themselves. 


Chromium Plating 


2.415,724. 
Feb. 11, 


Frank H. Beall, 
1947 


The process of plating chromium on 


a surface composed essentially — of 
first: subject- 
ing the surface to the non-electrolytic 


action of a solution containing chro- 


nickel which comprises; 


mic acid as an oxidizing agent and the 
acid radical of a strong acid to prepare 
the said metal surface for plating 
chromium thereon; washing said pre- 
pared surface; thereafter immersing 
the same in a plating bath containing 
an aqueous solution of chromic acid 
part free and part combined 
an alkali salt of chromic acid, the total 
chromic acid being at least about 30 
oz. per gallon of solution and the free 
acid constituting approximately 20 to 
40° of the total, and sulphate catalyst 
to the amount of not over approxi- 
mately .05°¢ of the total chromic acid; 
and supplying plating current to said 
surface. 


Hydrolizing Acid Sludges 


U.S. Pat. 2.415.050. James E. McKee, 
assignor to Chemical Construction 


Corp.. Feb. 11, 1947 


\ method of hydrolyzing acid 
sludges which comprises maintaining 
a body of dilute sulfurie acid within 


a vertically cylindrical vessel, intro- 
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ducing a jet of compressed air into a 
horizontal mixing chamber submerged 
in said acid adjacent the side wall of 
said vessel with its longitudinal axis 


78 


normal to the radius thereof and there- 
by maintaining a recirculating flow 
of said acid through said chamber and 
along the wall of the vessel, introduc- 


ing acid sludge into said mixing 
chamber and mixing it intimately with 
the recirculating acid by the turbu- 
lence created by the air jet, and eject- 
ing the resulting mixture below the 
surface of the acid whereby hydrolysis 
of the sludge takes place throughout 
the body of acid and local overheating 
is avoided, 


Emery Wheel Dresser 


U.S. Pat. 2,415,790. Samuel B. Fin- 
nerty, assignor of one-half to Harry 
King., Feb. 11, 1947 


A tool for dressing emery wheels 
comprising a holder, a shaft upon the 
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holder, a sleeve journaled upon the 
shaft and having a lubricant delivery 
passage, a plurality of dressing discs 
journaled upon the sleeve, and force 
feed means carried by the holder for 
supplying lubricant through the sleeve 
passage to the bearing areas between 
the sleeve and the dises and shaft. 


Grinding and Polishing 
Equipment 


U. S. Pat. 2,415,040. Benjamin E. 
Luboshez, assignor to Eastman Kodak 


., Feb. 11, 1947. 


In a grinding apparatus the combi- 
nation of a rotatable circular grinding 
dise; a rotatable circular block on 
which the work to be finished is 
adapted to be mounted, the diameter 
of said block being less than the radius 
of said means for 
mounting said block relative to said 
dise so that the block lies entirely to 
one side of the center of the disc and 
is completely covered thereby; means 
for rotating said disc and tool at sub- 
stantially the same angular velocity 
and in the same direction, whereby the 


grinding disc; 
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work is subjected to uniiorm 
throughout its area; and an elongated 
stationary compensating shoe frictiop. 
ally engaging the grinding face of sail 
disc, said shoe extending radially o/ 
said disc and having an area varying 
longitudinally of the shoe and_ pro. 
portioned so as to compensate for {h 
non-uniform wear of the tool resulting 
from said arrangement of grinding 
dise and tool which is conducive t 
uniform wear of the work. 


Black Finishing Metals 
U.S. Pat. 2.415.051. Howard Nechan- 


kin, assignor by mesne assignments, | 
Hazeltine Research, Inc., Feb. \\.\9V 


A process for coating a metallic sur 
face formed of a metal from the grou 
consisting of zine and cadmium whic) 
comprises electrochemically depositing 
on said surface from a solution of 3 
salt and a chlorate from th 
group consisting of alkali-metal chlor 


copper 


ates and alkaline-earth-metal chlorates 
a coating primarily of a copper com 
pound, and treating 
hydrogen-peroxide solution. 


said deposit ti 


Leather Burnishing 


U. S. Pat. 2.416.289. Bert S. Cross 
assignor to 


Vinnesota Mining & 
Manufacturing Co., Feb. 25. 


A leather working sheet for burns 


LO. 


ing and plating leather con sae!” 
flexible base provided with nivot 
coating of semi-flexible sili (jus ™ 
terial. 

A pret! 19 
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: Saves Time and Money 


Mm: “iy he 
coy 
Yy 
hich 
tin 
rate 
on Cowles ‘'B’’ Cleaner is particularly Cowles ‘'B’’ Cleaner is easy to control, 
| suited for cleaning steel, brass, | does not foam excessively and can be a3 
bronze, copper and aluminum. used in any type of washing machine. = 
= This all-purpose washing machine _ Here's the cleaner with long mileage 
x cleaner is fast-acting, free-rinsing, and low cost—a trial will convince 
; medium pH and dust-free. you — now available. 
Coutes “Vechuical Serwéce 
gladly given upon reguest 
ooth 
ma: 
Metal Cleaner Department 
47 7016 EUCLID AVENUE CLEVELAND 3, OHIO 
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AT LAST! YOU CAN BE RID OF OBJECTIONABLE 


ODORS OF OLD-FASHIONED ADHESIVES 
While You Boost Polishers’ Output | 


NOW! IT’S EASY to say “goodbye forever” to the annoying, 
morale-shattering, production-reducing Stockyards Odor of old- 
fashioned adhesives. It’s easy to give your polishers better working 
conditions—and at the same time step up their production—when 


you use GRIPMASTER . . 


. the new, modern, odor-free polishing 


wheel cement. There’s NO S.O. IN GRIPMASTER! 

You'll win new profits, too. Here’s why: GRIPMASTER contains a 
secret new high-heat resisting ingredient. It does not ‘‘glaze’’ on 
the wheel. Experience of leading plants proves GRIPMASTER boosts 
polishers’ production an average of 47% more pieces per head! 


One grade grips ALL grains—250 to 20 


*Stockyards Odor. 


GRIPMASTER DIVISION 

NELSON CHEMICALS CORPORATION 
(formerly Michigan Bleach & Chemical Co.) 
12345 Schaefer Highway, Detroit 27, Mich. 


Please send us a generous free sample of Gripmaster. 


COMPANY 


IN CANADA: 
Nelson Chemical Co., Ltd. 
Windsor, Ontario 


ATTENTION 


ADDRESS. 


CITY 


Article Coating Equipment 
Pat. 2.410,211. Harold Oster- 
herg and Paul C. Heijn, assignors by 
mesne assignments to American Op- 

tical Co., Feb. 18, 1947 
character de- 
scribed, a vacuum chamber, means for 


In a device of the 
supporting in said chamber an article 
the surface of which is to be coated, 
means for distilling coating material 
for application to said surface, a super- 
heating chamber communicating with 
said distilling means through 
which said vaporized material is dis- 
charged from said distilling means 
into said vacuum chamber and means 
for heating said super-heating chamber 
to a temperature higher than the tem- 


80 


perature required to vaporize said 
coating material to increase the speed 


of emission of the vaporized particles. 


Metal Cutting and Polishing 
Apparatus 


U.S. Pat. 2,415,575. Hugh G. Braba- 
zon, assignor to Carnegie-lilinots Steel 


Corp., Feb. 11, 


Cutling apparatus comprising, in 
combination, a narrow power-driven 
abrasive disc presenting a front grind- 
ing and polishing surface adapted to 
separate a metal specimen from a sink- 
head, a bracket arm rotatably mounted 
adjacent to the abrasive disc, mounting 
means for the bracket arm positioned 
below the housing and offset therefrom, 


METAL 


clamping instrumentalities iounted 
the bracket arm for reveiying 
metal specimen, the said impingj 
strumentalities having jay mem, 
adapted to receive the specimen gy); 
restrain the specimen against all me 
ment in the clamping jaws 

clamped, means for rotating the | 


TACK 
et arm and clamping jaws for radia! 


presenting the specimen against | 


forward grinding edge of the nan 
dise at right angles thereto for squay 
ly severing the metal specimen {y 
the sinkhead while avoiding any late 
movement of the specimen during | 
severing operation relative to the 1 
row 


abrading disc, and means | 


effecting a micrometric adjustment 

the specimen laterally of the abradin 
disc subsequently to the 
operation for adjusting the speci: 
relative to the narrow abrading dis 
for enabling removal of any resid 


severing 


high spots from the squarely sever 


end of the specimen responsively | 
radial movement of the clamping j,vs 
against a side surface of the grindin 
disc while avoiding substantial later 
pressure against the thin abrading dis 


Filtering Medium 
U.S. Pat. 2.416.524. Herbert it. lh 
and Carl R. Faust and Theodore! 
Leininger, assignors to BE. 1. du? 
de Nemours & Co., Feb. 25, \0' 


In the purification of viscous liqui 
which comprises passing the solut 
thereof through a filter medium | 
separating the solution from solids ® 
jelly-like material contained there! 
the process which comprises disp! 
on a support a composite filter medi 


comprising a layer of cellulose 

ding supported by an over-laying she 

of open weave net cotton miatertal. 


uniform layer of sheeted self-susls! 
ing felted fibrous cellulose and a lave! 


of a muslin, and passing the solutie! 


through said medium by ‘orci 
first through said overlaying shee! " 
finally through said muslin. 
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Ww POLISHING WHEEL 
| 
Say Oy, | 


A. T. WAGNER CO. 
2720 Wight Street 
DETROIT 7, MICHIGAN 


A. J. LYNCH COMPANY 
170 Division Street 
SAN FRANCISCO, CALIFORNIA 


MUNNING & MUNNING 


SOMM E BROTHERS 


INISHING, 


Presenting 
ROW 


Distributors 


W. M. FOTHERINGHAM 
977 Niagara Street 
BUFFALO, NEW YORK 


A. J. LYNCH COMPANY 
2424 Enterprise Street 
LOS ANGELES, CALIFORNIA 


SELENIUM 


RECTIFIER 


Dual Current Output 


8 volts 1500 Amperes 
Or—16 volts 750 Amperes 


High Efficiency 
Selenium Elements 
® Controls and Rectifier— 
in one complete unit 
® Long Life — with high 
efficiency maintained 
@ Low operational and 
Maintenance Cost 


® High Quality — Low in 
Cost 


White for Descriptive Circular 


CROWN RHEOSTAT AND SUPPLY COMPANY 


3465 NORTH KIMBALL AVENUE + CHICAGO 18, ILLINOIS 


318 Builders Exchange 


CLARK CHEMICAL & SUPPLY CO. 
412 South Missouri Street 
INDIANAPOUS, INDIANA 


INDUSTRIAL CHEMICAL & EQUIPMENT CO. 


MINNEAPOUS 2, MINNESOTA 
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Abrasive Methods—Surface Treatments—Coni 9) 
Electroplating 


METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 


Electropolishing Silver 


Question: 1 would like some infor- 
mation about some method of Electro- 
polishing of silver plated ware, and 
the address of some firm that could 
furnish me with sheet Brittania Metal 
and, also handles, spouts and hinges 
for old tea pots and any other repairs 
I have looked 
of the 
Metal Industry and have not been able 


to find any thing about that. 


that would be needed. 


thoroughly several issues 


Answer: Electropolishing of silver 


is still in its infancy and commercial 
applications have as yet not been de- 
veloped. Considerable information as 
to the method may be had by refer- 
ring to an article ertitled “New Method 
for Polishing Silver Plate” appearing 
in Iron Age of June 6, 1946. For 
Brittania Metal and cast parts out of 
this metal, it would be best for you to 
contact the American Metal Markec 
Co., 18 Cliff St. New York, N. Y. 


Nickel Strip 


Question: We appreciate 
your advising us on what solution 
could be used to strip bright nickel. 
We have used 
stripping but have had no_ success 
with it. 


would 


various solutions for 


If the basis metal is steel, 
brass or copper, an effective strip is 
as follows: 


Answer: 


Sulfuric acid 2 gals. 
Glycerine oz. 


Water 1 pint 


Room temp.; Reverse current, 6 
volts. Lead cathode. 
Another nickel strip for brass or 


copper base-metal: 
Hydrochloric acid 2 oz. 
Water 


Room 


gal. 
temp.; reverse 
volts; gas-carbon cathodes. Light de- 
posits of nickel may be removed in 
the ordinary sulfuric-nitric acid bright 
dip bath. 


Copper Finish 


Question: Under separate cover | 
am enclosing a copper tray to illustrate 
and explain this inquiry. This tray 
has not been cleaned or given a bath 
of any kind since coming from the die. 

The color [ wish to produce is that 
natural oxidized appearance, shown by 
the back of the tray, which will run 
into thousands. | wish to produce this 
color by a quick dip into some simple 
inexpensive solution to hasten the oxi- 
dization and give the appearance of 
age. 


C. 


Answer: The following formula will 
give a uniform light brown color on 
copper: 

Copper sulfate 


Water 


Heat solution slightly; immerse two or 
three times, scratchbrush before im- 
mersion. 


400 grains 


2 ounces 


It is suggested that after you have 
obtained the appearance desired, the 
parts be dipped in water-dip lacquer, 
or spray lacquer on the surface, to 
protect the finish from oxidation. 
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Tumbling Aluminum 


Question: At the moment | » 
deeply interested in finding a way y 
Tumble and Polish over al! alurninyp 
body Pen and Pencils. Can yo he 
me in this particular regard? 


Answer: 


These parts should len 
themselves 


very handily | 

and polishing by burnishing method 
It is recommended that you conta! 
reliable plating supply house. or maw. 
facturers of tumbling equipment ; 
materials. Specialized soaps and abr 
sives can be had which will giv, 
any specified finish. 


High Caustic in Cadmi:m Solution 
Question: We are having | 
with our cadmium solution, and a 
giving you herewith our proces: : 
would ask if you can be of assista 

to us in solving our problem. 
Cleaning cycle: 
1. Tumble in Keprocess 
6 oz./gal.; 
Cold water rinse (running): 
Acid (muratic) 5 to 20 min 
Cold 


(running) 


water rinse 5 


Then into plating barrel: 
Average plating time ]5 min. 
Plate: 

Bright dips well, but there « 
black spots on some pieces. bu 
even these pieces are bright arvll 
the black spots. 

My remedy: 

Remove some of the soliliot 
Check solution and readjust cyan 
and metal content, leaving 
content along (2.5-3.0) (ie solutiol 
will then plate just fine tor 4" 


or perhaps a week then the ~ 
hecking 


5 
additions 
operalee 


spots show up again. () 
I find caustic up around 
again. There has been | 
of caustic—the solution 


cold, the work does 1! peel 
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ution 


rout 
LUUL 


bright dips well right 


blistel 

tot ick spots. 

. regular steel, brass, 
BB per. ( n. ete. These spots and 
istic nig began all at once 
weeks ago—the work is 
cam | of material, is thor- 
cl | and rinsed. This has 

che several times. What 
ces the to climb? How can 
Bie knocked down without dumping 


adding water? Sol. 
ium metal 3-4 oz./gal.; 


mp. 
nide 11-16 oz./gal.; caustic 2.5-3 
/gal. 
First, would suggest that 


check the carbonate content. If 
Bicessive. freeze out the excess or re- 
®ve by precipitation and_ filtration. 
Me fact. it is a very good idea to trans- 
filter the solution at least once a 
Second, you must remember 
the whenever you adjust the metal 
Mintent hy additions of cadmium oxide 
hydrate. each ounce is equivalent 
to adding 0.6 oz./gal. of caustic soda. 
Mould recommend that you obtain 
Metal from the normal corrosion of 
Me anodes. You should have about 
wy pounds of anodes per gallon of 
lution for proper operation. Third, 
Mould suggest that you maintain your 
lution at a pH of 13. This is equiva- 


le t to free caustic soda content of 1.5 


PROFESSIONAL 
DIRECTORY 


¢. B. HOGABOOM JR. & CO. 
Consulting Chemical Engineers 


Finishing—Electrodeposition—Testing of de- 
mposits—salt spray, thickness, composition, porosity. 
A 
: s, plant design, process development. 


Newark 2, N. J. 
MArket 3-0055 


PLATERS TECHNICAL 
SERVICE, INC. 


ELECTROPLATING AND 
CHEMICAL ENGINEERS 


| 4: East Kinney St. 


service for metal finishers 

solution and deposit analyses, 
EProcess 


pment and plant design, 
New York Laboratory 

me? Eost 4th St New York 3 
: ORchard 4-1778 


~hicago Laboratory 


09'S. Wabosh Ave. Chicago 5 
Harrison 7648 


to 3.2 oz./gal. By bringing the tank 
down to free caustic content of 1.5, 
removing sodium carbonate over 6 
oz./gal., (holding minimum of 2 
oz./gal.), and by proper amounts of 
anodes, your should — be 


helped. 


solution 


Copper Brightener 


Question: We would like to know 
what brightener would be best to be 
used on bright copper. 


R. J. S. 


Answer: There are several ways 
this may be done. By increasing the 
free cyanide content, bright deposits 
may be had; however, care should be 
exercised, Similarly, sodium thiosul- 
fate or “Hypo” is a brightener for 
copper, but too much causes rough- 
ness. Solution temperature and cur- 
rent density adjustment may also be 
necessary. Special commercial bright- 
eners may also be had by contacting 


any reliable plating supply house. 


Stripping Nickel 
Question: have tried stripping 
nickel from lamps with a brass base 
using hydrochloric acid in water, re- 


verse current as described in the 
Plating Finishing Guidebook, 


but while this method strips the nickel, 
it also pits the brass quite badly in 
I have used an acid addition 
agent in this strip but it does not help. 


spots. 


Since I have seen very nice work done 
on these lamps on the market, T would 
like to know how it is done. 


EK. T. M. 


Inswer: Many platers have had 


JOSEPH B. KUSHNER, Ch.E. 
Metal Finishing Consultant 
Problems in Automatic Plating, Electro- 
forming and Plastic Plating; Plating 
Plants Installed. 

233 W. 26th St., New York 1, N. Y. 


Having trouble? 


Consult us— 


BEEKMAN ELECTROCHEMICAL 
LABORATORIES 


1022 BEEKMAN STREET 
NEW YORK, N. Y. 


Solution analysis and control. Plants set 
up or modernized. Research on improved 
methods. Consultation and servicing. 


Call: BArclay 7-1897 


success with the following strip: 
Sulfuric Acid 90° 
Water 10% (by volume) 

Reverse current; room temperature. 
The standard strip of nickel from steel 
using sulfuric acid, glycerine and 
water as described in the handbook is 
also effective. 

It is well to remember that a more 
uniform and cleaner stetp will be had 
by Agitating the work during the op- 
eration. 


Jewelry Plating 
Question: 
chloride gold and silver solutions to 


I'm changing over from 


the formula of gold and silver pub- 
lished in Plating and Finishing Guide- 
book. Could you tell me if these for- 
mulas measure up to quart or gallon 
with water? 

Is there any commercial method in 
two-tone coloring of Jewelry plated in 
yellow and pink gold? At present 
I'm using water color paint and glue. 

Is there any commercial methods 
taking fire out of sterling silver chenit- 
cally ? 


A. M. 


Answer: References to order of 
measure are listed in the Guidebook 
in gallons; i. e., if you desire to make 
up only one quart of solution, divide 
each required amount by four. In two 
tone coloring of jewelry, two baths 
are used; by masking off the pink 
area, plating in the yellow gold bath, 
and vice versa, the work can be satis- 
factorily done. For cleaning silver 
alloy surfaces a 5°¢ potassium cyanide 
30% 
thiosulfate solution: potassium cy- 


solution may be used: Sodium 


anide plus .1 zine evanide. 


ELECTROCHEMICAL TECHNOLOGY 


E. J. HINTERLEITNER 
and Associated Engineers 


669 SUMMIT AVENUE 


WESTFIELD, NEW JERSEY 
Phone: Westfield 2-4766 


NATIONWIDE — COMPLETE CONSULT- 
ING SERVICE 
for the 
METAL FINISHING INDUSTRY 


MODERNIZATION OF EXISTING 
PLATING DEPARTMENTS 
DESIGN AND ESTABLISHMENT 
of 
NEW AND MODERN 
PLATING DEPARTMENTS AND 
BUSINESSES 
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Flat Conveyor Type Metal 
Washing Machine 

The new No. WRDXHCF Optimus 
Flat Conveyor Type Washing Machine 
handles the cleaning and _ processing 
of metal parts prior to plating. It has 
just been introduced by Optimus 
Equipment Company, Dept. MF, 127 
Church Street, Matawan, N. J., engi- 
neers and manufacturers of metal 
cleaning and drying equipment. 

The new machine handles a se- 
quence of related operations in seven 
simple consecutive stages: Hot alkali 
Wash, Drain. Hot Water Rinse, Warm 


Cyanide Wash, Cold Rinse to Sewer. 
Hot Rinse, Dry. 

The entire operation takes metal 
parts directly from processes such as 
polishing and feeds directly to the 
plating machine. The two hot rinses 
are hooked in sequence, thus affecting 
a further operating saving. Conveyor 
can also be built with flight bars for 
baskets and individual pieces, or with 
a mesh belt for any type of parts in 
bulk, or individual pieces. 

Overall size of machine is 35’ in 
length, 6’ in width, and 7’ in height. 
This machine is designed with a belt 
speed of four feet per minute for a pro- 
duction in excess of 100 parts per 
minute. Machine can be adapted to a 
wide range of speeds and types of 
treatment. 


Air Agitation Systems 


Equipment for air agitation systems 
of plating solutions has been an- 
nounced by the Automotive Rubber 
Company, Inc. The system consists 
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of a series of tubes connected to a 
major air source and is used by plac- 
ing on the bottom of the plating tank. 

The units are rubber insulated steel 
pipes designed to withstand the abuse 
of falling racks, parts, anodes, etc., and 
are designed especially for use in cop- 
per and nickel plating solutions. The 
pipes are supported on sturdy legs and 
apertures are drilled on the under side. 
The firm also manufactures seamles= 
rubber insulation for all types of plat- 
ing and ventilation equipment. 

For further information write Auto- 
motive Rubber Company, Inc.. Dept. 
MF. 8001 Epworth Blvd... Detroit 4. 
Mich. 


Motor Driven Shaker Screen 
\ portable motor-driven shaker 
screen for use with deburring and 
finishing barrels is announced by 
Almeo Incorporated, Dept. MF, Albert 
Lea. Minn. This unit is claimed to 
quickly separate the finished work 
from the tumbling medium, eliminat- 
ing all hand screening and sorting. 
The screen is driven by a 1% hp. 
or ly h.p. motor, and vibrates in an 
elliptical path at 380  reciprocations 
per minute. Length of movement is 


adjustable from zero to °4” to meet 
all requirements. Interchangeable wire 
screens are available in standard sizes 
from 3/64” to 214” openings, and are 
removed by pushing up and slipping 
out from between retaining lugs at 
each end of the frame. 

One screening unit will normally 
serve 3 or 4 barrels and with casters 
at one end and a handle at the other, 
it is readily moved where needed. Its 
over-all height of 24” (exclusive of the 


New Methods, Materials and Equipmer: 
for the Metal Finishing Industries 
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handle) permits this unit to be ply, 
directly under Almco tumbling bap 
to separate the load directly oy 4 
charge and there is suflicient clegr, 
beneath the screen for a mobile hg. 


pan to receive the screened mater 


Further information is ayailahj 
request from Almco Incorporated, 
FE. Clark St., Albert Lea. Minnesot, 


Automatic Cleaning Equipmen 


One of the resourceful machines} 


veloped recently by the engineerin: 


staff of the Cincinnati Cleaning 
ishing Machinery Co., Dept. MF, |; 
ton, Ohio, is the cleaning equipyy 


pictured below. 


Shown on the left is a strip wast 
for cleaning rubber molding strips. 
the right is a dry type spray booth ! 
lacquer spraying the cleaned rubie 
molding. Both are mounted in approt 
mately the same position as they wou 
be when installed and in actual oper 


tion. * 
The company builds specialized m | 
chinery to meet the specific problet .° 
of each manufacturer. Cincinnati 
chines simplify and speed-up me 
cleaning, combining the features neee 
for quick, effective operation with ite | 
manual labor required at a remark) 
low unit cost, it is claimed s 
The firm designs and builds all 
of washers including belt 
monorail conveyor, special convey" 
and drum types. This includes bot 
custom and standard designs. Fact 
inspected and thoroughly | sted befor 2 ‘ 
shipment, according to 
turer. q 
\ 
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Chrome Coloring Rouge 
Miller Company, Dept. 


The 
F. Grand Rapids, Mich., announces 
newly developed chrome rouge, des- 


nated 8319. 


This rouge is said to excel in color- 
to applying a baked enamel 


prior 
lacquered finish when it is desirable 
Bo remove highlights by buffing. 


Reports from the field show that 


several important advantages are in- 
Borporated in this compound: the 
Bouge produces a fast cut, high color, 
bnd presents extreme ease in removal 
»f anv burned chrome spots; the com- 
: Bpatability of the binder is such as to 
cleaning totally unnecessary 
a ter buffing. Following chrome color- 
Gngs. racking, unracking, cleaning and 
“entirely eliminated, it is 


Borving are 
Bptated. 
er Adhesion of enamel to the buffed 


rhrome surface is said to be greatly 


BBncreased over adhesion obtained on a 
surface buffed with the usual chrome 
Brouge followed by electrocleaning and 
BBs claimed to be the only rouge devel- 
Moped to date wherein perfect adhesion 
s accomplished. Full details are avai!- 
Mable from the manufacturer upon re- 
quest. 


Single Dip Rack Coating 

A rack insulator and protective coat- 
ng that builds up 1/16" to 14” thick- 
ess in a single dip, has just been an- 
ounced by The U. S. Stoneware Com- 


Bpany. Dept. MF, Akron, Ohio. 


The new coating, 


known as Tygo- 
ips. miflex Rack Coating, is based on a new 
oth BT ygon resin formulation developed to 
rabhe Bprovide thick, impermeable protective 


W 


pprot Bmembranes for process equipment. 
gett y hen applied by the usual techniques 
opert Bol dipping, spraying, brushing, etc., 


Band subsequently subjected to for 


ed nel Very short pe riod, Tygoflex converts 
obees q a thick, impermeable insulator, re- 
ati meeembling in appearance and physical 
Bcharacteristics a glossy black rubber 
Bcompound of medium hardness. 
th litle The rack coating is claimed to 
srkabl handle all plating ac “id or alkaline so- 
Blutions at lemperatures up to 250° F. 
pe Bor an unlimited time. It is also stated 


nvev0r Bto be — by abrupt tempera- 
nvevot mare chang . handling the full range 
both from boiling saners to cold rinse. 
Each $M Application procedure is said to be 
befor j simple. acks are coated with ad- 
heated, dipped in rack coating 
Band fused by heat (360° F. for 10 


MET 
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minutes). Infra red lamps or any 
heating equipment can be used. There 
is no fire or explosive hazard as the 
coating is stated to contain no volatiles, 
solvents, reducers, thinners, etc. 

Full details are available on request 
to Process Equipment Division, The 
U. S. Stoneware Company, Akron, 
Ohio. 


Chromium Plating Anodes 


A newly developed anode for chrom- 
ium plating baths is announced by the 
Division Lead Company, makers of 
lead and lead-alloy products. 


The new anode, an antimony-lead 
alloy, is designed for minimum anode 
current losses. It is said that compara- 
tive tests taken by an unbiased testing 
group show that the new anodes are 
over ten percent more efficient than 
standard designs. Three anodes were 
placed side by side in a_ standard 
chromium plating bath; one was the 
flat type, the second was the conven- 
tional corrugated type, while the third 
was a 7]-point Diveco self-scrubbing 
anode. Much more gassing is stated 
to have occurred at the Divco anode 
than at the other two. 

The anode is with 7] 


points exposed for the passage of cur- 


designed 
rent and the arrangement of the points 


1947 


FOR 
PROTECTION 
AGAINST FUMES, 
CONDENSATES 
AND SPILLAGE 


@ Resists acids, alkalies, 
water, oil, gasoline, alco- 
hols 


e High dielectric strength— 
non-flammable 


applied to wood, 
metal or concrete 

e Applied by spray gun, 
brush, or dip 


@ May be air-dried or baked 


© Glossy, easily cleaned sur- 
face 


TYGON Plastic Paint coatings 
are a liquid formulation of Tygon 
sheet stocks, the chemically inert 
plastic used to protect acid tanks 
and equipment. Tygon Paints will 
not oxidize and chemically deterio- 
rate with age. Resist most acids, 
alkalies, as well as oil, gasoline, 
fresh or salt water and alcohols. 
Will not contaminate solutions. 


Free “Jest Sample 


Please send free test sample of Tygon 
Paint, and copy of your new Paint 
Bulletin 709. 


Name 


CORI 


Address 
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Emlon enters 
the metal-cleaning field! 


W yvandotte Chemicals Corporation 
announces a new detergent of sol- 
vent emulsion type — Emlon. This 
versatile product is especially made 


to meet all requirements for such a 
cleaner — as determined by the ex- 
perience of Wyandotte Service 
Engineers. 


Unretouched photograph showing the comparative stability of 
Emlon (1, 2 and 3) and a leading competitive product (4, 5 and 6) 


Above you see the following 5% 
emulsions, after standing for 24 
hours: 

(1) Emlon in tap water; (2) Emlon 
with 2.5°7 of sulfuric acid added; 
(3) Emlon with 2.59% of caustic soda 
added; (4) Competitive product in 
tap water; (5) Competitive product 
with 2.5°¢ of sulfuric acid added: 
(6) Competitive product with 2.5% 
of caustic soda added. Note separa- 
tion, or breakdown, of 4, 5 and 6. 


This illustrates the unusual stability 
of emulsions formed with Emlon. 
This stability results in better and 
faster cleaning action, longer clean- 
ing solution life and low cleaning 
costs. 

Ask your Wyandotte Service 
Engineer about this new and dif- 
ferent product and its many ap- 
plications in the metal-cleaning 
field — or write directly to us for 
descriptive literature. 


yandotte 


REG. U. S. PAT. OFF. 


| 


WYANDOTTE 
WYANDOTTE, MICHIGAN 
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CHEMICALS CORPORATION 


SERVICE REPRESENTATIVES IN 88 CITIES 
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is such that a thorough self-s. :ubbins 
action by the anode Calises 
greater efficiency and longer | jt 
claimed. 


gasses 


The hook is a hot lead dip). 
casting burned directly into ¢)), 


bronze 
anode, 
It is equipped with handles {or pas 
in moving. 

For further information write 
sion Lead Company, Dept. \IF. 93 


W. Kinzie St., Chicago 22, Il), 


Bright Copper Plating Process 
A new bright copper plating prog. 
ess was recently announced hy \oe. 
The bath is 
designed to give bright deposits 


Dermid, Incorporated. 


high plating speeds and low power cos 
and is said to be especially effective 
on zine die castings and other jon. 
ferrous metals. 


The standard solution formula is as 
follows: 


Copper cyanide 6 02./gal. 
Potassium cyanide 9 o7./gal. 
Sodium cyanide 7.9 02./gal. 
Caustic potash 2 o72./gal. 


To this solution is added the proper 
amount of the MacDermid Bright Cop- 
per Makeup. Normal operating cow 
ditions are: 

Temperature—140 to 160 degrees | 

pH—13.0 to 13.5 

Current density—15 to 25 ASF at 

1 to 1.5 volts 

Using the above set of conditions with 
the makeup, brilliant copper deposi 
are said to be obtained directly {rou 
the solution; the efficiency is claine 
to be 100. Since copper is plate’ 
from the monovalent state, high plat: 
ing speeds are said to be achieved ® 
moderate current densities: as al ¢ 
ample, at 20 ASF, 0.00L of coppe! 
deposited in one-half hour. 


The solution is controlled by u~ 
the usual addition agents and analys* 
is for the all 
The pH is maintained by the addit 


standard ingredien!s 


of caustic potash, while dragout lo 
of copper are made up b) additio! 
of copper cyanide. No restrictions 

the type of anode are placed. altho: 


the anode area should be twice ™ 
of the cathode area to insure maxi! 
efficiency. 

Advantages claimed for proc 
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mirror bright deposits ob- 


ta lirectly from the bath; low 
bi er consumption; simple steel 
ea nt used throughout; use of 
al ventional type copper anodes; 

in performed at low tempera- 


d with low metal concentra- 
easy conversion of most stand- 
anide copper baths; operation 
, efficiency, plating monova- 
ipper: dull burnt deposits can be 
tened by reducing current to nor- 
mal bright current density range; ex- 
cellent adhesion and throwing power 
with wide bright plating range; soft 
deposit. making for ease of buffing 
when desired or required. 


at 


For further information write Mac- 


Dermid. Incorporated, Dept. MF, 
Waterburv 88. Conn. 


Corrosion Resisting Heat 
Exchanger 
The production of a corrosion re- 
sisting heat exchanger of an entirely 
new design is announced by The Duri- 
ron Co.. Ine. This new heat exchanger 
is said to be especially serviceable for 
eliciently cooling small 
quantities of corrosive solutions over 


heating or 


, wide temperature range. The No. 4 
sive. first of this new line, handles an 
acid flow of from 4 to 14 g.p.m., with 
a heating capacity up to 155.000 BTU 
per hour with 75 Ibs. steam and inlet 
temperature of liquid between 70° F. 
130° F., and a cooling capacity 
up to 90,000 BTU per hour, based 
F, 


and 
ipon mean temperature dif- 
erential. Larger sized units are being 
developed. Since the Durco No. 4 heat 
exchanger can be readily connected to- 
sether in series or parallel, multiple 
unit installations solve a wide variety 
of heat transfer problems. 


Features of the new heat exchanger 
nclude: 


‘rom the corrosive by a Duriron tube. 
2. Vertical 


tion. 


Separation of steam or coolant 


or horizontal installa- 


No packing against corrosive 

solution. 

Removal of parts without dis- 
turbing steam or coolant inlet and 
outlet eo) nections 

construction details, di- 
Hensions. installation and operating 
Instructi: 


are given on the Durco 
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RACK! 


Unichrome Rack Coating 
Still Good After 5,000 Cycles! 


Contacts badly worn 
away, but Unichrome 


conting oi OR A coating that can survive 5.000 severe ano- 
dizing cycles—and outlive the rack itself — 

is really tough. Yet that’s the actual service . 
record of Unichrome Coating 202. 


as 


re- 

ported by a large industrial plant. “-< 
For your severest plating cycles. where 

frequent recoating is a problem. you too 

can save time and expense with this extra- 

It 


designed for use in all plating processes 


adherent. forced-dried rack coatine. is 


withstands rough shop handling. Write your 


nearest United Chromium office today for 
prices and data. 
Trade Mark Re U.S. Pat. Off 
RACK COATINGS—Products of 
UNITED CHROMIUM, INCORPORATED 51 €. 42nd St.. New York 17, N.Y. 
Detroit 7, Mich. Waterbury 90,Conn. + Chicago4,Hi. + Dayton 2,Ohio + Los Angeles 11, Cal. 


No. 4 Heat Bulletin 
1610, a copy of which will be mailed 
upon request of The Duriron Co., Inc., 


Dept MF, Dayton 1, Ohio. 


Exchanger in 


Business Items 


Osborn Manufacturing Appoints 
Lyndon Cole Chief Engineer 
Lyndon C. Cole has been appointed 


chief engineer of the Machine Divi- 


sion of the Osborn Manufacturing 
Company, of Cleveland, Ohio. accord- 
ing to announcement by Leon F. 


Viller, sales manager of the company’s Lyndon C. Cole 
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LARGE CASTINGS = SMALL 
METAL PARTS — LONG THIN 
PIPES ARE THORCUGHLY 
AND QUICKLY CLEANEDINA 


BLAKESLEE 


SOLVENT 7/4407 DEGREASER 


Write today for FREE book- 
let on Degreasers and ap- 
with Blacosolv 
the all-purpose degreasing 


plications 


solvent. 


AKESLEE CO., CHICAGO 


BLAKES 
EW YORK, N.Y. 


Machine Division. 

Mr. Cole was previously associated 
with the Cleveland Automatic Machin- 
ery Company as chief engineer and 
the Cleveland Engineering Office of 
the Hydraulic Press 
Company. 


Manufacturing 


In his new position, Mr. Cole will 
have charge of engineering and de- 
sign of Osborn’s foundry equipment 
division. The also. the 
world’s largest manufacturer of power 
brushing equipment. 


company is 
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DEGREASERS 


G. S. BLAKESLEE«CO. 


Special jobs and difficult jobs are 
easily handled in Blakeslee Solvent 
Vapor Degreasers. The inside of tub- 
ing up to 40 feet long with a diame- 
ter as low as 14 inch may be thor- 
oughly cleaned and dried. 


Blakeslee Degreasers insure clean- 
ing of all surfaces, cracks, spot 
welded seams; preventing bleeding 
of oil from hidden surfaces. This 
complete cleaning eliminates carry 
over of oils and greases to acid and 
plating tanks, and does away with 
rejects resulting from inferior clean- 
ing methods. Removal of polishing 
and buffing compounds is another 
perfect application of Blakeslee 
Degreasers. 


BLACOSOLV 


DEGREASERS AND SOLVENT 


NIAGARA 


METAL PARTS WASHERS 


Michigan Chrome Appoints 
L. N. Leighte Co. 


The Michigan Chrome and Chemi- 
cal Company, 6340 E. Jefferson Ave- 
nue, Detroit 7, Mich., announces the 
appointment of the L. N. Leighte Com- 
pany as a distributor of Miccro prod- 
ucts for the plating industry in the 
Chicago area, with offices at 185 N. 
Wabash Avenue. Mr. L. N. Leighte 
has a wide background of experience 
in sales promotion work extending 
over a period of 20 years. 
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L. N. Leighte 


His activities will be centered ¢. 
clusively in Chicago and adjacent {\\i 
mile area, servicing and_ instructing 
the plating industry the proper 
application and use of the newer 
thermoplastic coatings which the con 
pany recently introduced. 

This is the fourth appointment ar 
nounced by the company within recen! 
months, to meet their expanding sales 
volume of products both at home and 
abroad. 


Iridite Distributors Appointed 


Rheem Research Products 
Baltimore, has announced a new dis 
tributor-sales_ plan for 
lridite, the corrosion resistant finish 
for zinc and cadmium surfaces. 

Under this plan, the firm has ap 
pointed distributors in all of the na 
tion’s industrial areas. Each distr: 
butor is equipped to handle new sale 
and render technical service to cus 
tomers in its territory. 

Distributors appointed to date ar 

Western Michigan: 
J.C. Miller Company 
55 Mt. Vernon, NW 
Grand Rapids 4, Mich. 
Eastern Michigan: 
Wagner Brothers 
400 Midland Avenue 
Detroit 3, Mich. 
Minnesota and West Wisconsit: 
Industrial Chemical & Equt 
ment Company 
316 Builders Exchange 
Minneapolis 2, \lin». 
St. Louis and Central Southwest 
La Salco, Incorporated 
2820 LaSalle Stree! 
St. Louis 4. Mi 


its product, 


1947 


| 
| 
) / 
| 
~ # 
| 
| 
| 
| pe 
| g 
4 
| 
TORONTO, ONT. | 4 


-ago, Eastern Wisconsin and 
lowa: 
Rheem Research Products In- 
corporated 
20 E. Jackson Blvd. 


Chicago, II. 


Ohio and Indiana: 
C. Baker 
711 Park Building 


Cleveland, Ohio 


\ew York and New England: 
The Mitchell-Bradjord Chemi- 
cal Company 
2446 Main Street 
Stratford P. O. 
Bridgeport, Conn. 
Eastern) Pennsylvania and New 
Jersey: 
\VlacDermid Incorporated 
Waterbury 88, Conn. 


\ditional appointments will be an- 
nounced in the near future. 


ever Mar'in Joins Engineering 
cou fi Staff of Enthone 
® John J. Martin, Jr. has joined the 
engineering staff of Enthone, Inc., 442 
a Elm st.. New Haven, Conn. to work 
on customers service problems _at- 
“"® tendant with plating equipment and 
also to work on engineering design of 
plating equipment. 
Mr. Martin received his degree in 
Ine, Mechanical Engineering from Yale 
pe University in 1940. He served in the 
duct, 


® Armed Forces for five years and left 


inst HP the service with the rank of Lt. Com- 
mander in the Submarine Service. 

hile in the Submarine Service, he 

‘ct Aa made nine war patrols in both Euro- 

a pean and Asiatic waters. He wears 

as the Bronze Star for combat, the Sub- 


e are 


ch. 


nsill: 


F quit 


John J. Martin, Jr. 
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Chemical Stoneware plating tanks, 
made from “Ceratherm-500,” are ideal 
for pickling, plating or stripping small 
parts. They are acid* and alkali-proof 
through; 27% more 
rugged than standard stoneware tanks; 


are 


*except for hydrofluoric. 


Lae 

3 


“Ceratherin-500° 


the 


HEAT-SHOCK 
RESISTANT 
CHEMICAL 
STONEWARE 


For 
Pickling, 
Plating, 

and Stripping 
Tanks — 
for Acid 
Storage 


possess excellent resistance to heat shock; 
are completely free from any tendency 
to contaminate solutions. 

Rectangular tanks are made in capaci- 
ties ranging from 4 gallons up to 320 
gallons; cylindrical pots and tanks in 
capacities from 5 to 500 gallons. 


At Your Plating Supply Dealer or Write Direct 


U. S. STONEWARE 


Akron 9, Ohio 


marine Dolphins, the Submarine Com- 
bat Insignia with four stars, and 
various campaign area ribbons. 

He is a member of the American 
Society of Mechanical Engineers and 
the Yale Engineering Society. 


Schenck Elected 
President of Duriron 

Mr. Robert C. Schenck was clected 
president of The Duriron Co., Inc., 
Dayton, Ohio, at a meeting of the 
Board of Directors in February. Mr. 
William FE. Hall, former president, be- 


came Chairman of the Board. Mr. 
Schenck is the son of Pierce D. 


Schenck, one of the original founders 


1947 


of the company and its president up 


to the time of his death in 1931. 


Schroy Heads Columbia 
Rubber Sales 


Appointment of Robert L. Schroy | 


direct sales activities of Columbia Rub- 


ber Company, Ravenna, Ohio, a divi- 
sion of The U. S. Stoneware Company, 
is announced by Howard Farkas. exe- 


cutive vice-president and general sales 


manager of U. S. Stoneware and it 
afhliated companies. 


s 


Mr. Schroy comes to Columbia from 
Firestone Tire & Rubber Company 


with whom he had been connected fo 


some eleven years. 


r 


Mr. Schroy is a 
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when Costs MUST come down 


LIONITE 


 - of our customers have reported that impressive 
reductions in polishing costs result when they switched 
to LIONITE Abrasive Grains for their set-up wheels. 
We have actual figures showing the savings in a variety 
of polishing operations. The quality of the finish is 
frequently improved at the same time. 


LIONITE representatives have had wide experience 
in all phases of metal polishing. They are at your service 
to survey your polishing procedure and submit recom- 
mendations. There is no obligation. If you are not 
entirely satisfied with costs or quality in your polishing 
department, ask to have a LIONITE representative call. 


Robert L. Schroy 


graduate of Miami University. 
Ohio: married and the father of py 
children. 


G & W Plating Co. Formed 

G & W Plating Co. has been formed 
by Norman I. Ginsberg and John 0. 
Walsh. 

A newly constructed plant is nov 
completed and will be set up for ele 
troplating and enamel and lacqu 
baked finishes. The plant is locat 
at 1357 Seneca Ave., Bronx 59, 


Osborn Announces Appointment 
of New Personnel Manager 


The appointment of George R. Lun: 
berg as personnel manager of The (Us 
born Manufacturing Company. 
Cleveland, was announced toda) 
Vorman F, Smith, vice president ani 
general manager. 

Mr. Lundberg, a veteran of 15 years 
of service with Osborn in ils account: 
ing, production and_ sales divisions 
succeeds W. Spoeri who resigne’ 
recently. 

In his new position, Mr. Lundber: 
will be in charge of personnel activ 
ties of both the company’s machit' 
and brush divisions. 


Lieut.-Col, Seppala 
Commands Air Unit 


Announcement of the app 
of Lieut.-Col. Leslie Seppala as ©! 
manding officer of the 4501) Heat 
Bombardment Squadron to 
and train at Selfridge Field. Detro" 
was recently made by Col. (\arles { 
Miller, air reserve detachm nt ©” 
mander at the field. The =quadro" 
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sonnel 


ll will be air reserve combat type of 


-ed entirely of reserve per- 
vn from the Detroit area. 

Col, seppala, a sales engineer for 
Vichigan Chrome & Chemical Co., 
6340 |. Jefferson Ave., Detroit 7, 
Mich.. is well qualified to handle the 
having been a P-5] pilot in 


unit co! 


new pos 


the European theater during the war. 


: He is the holder of the Air Medal 


with two oak leaf clusters and the 
Purple Heart. 


)Pennsalt Names Tomlinson 


Superintendent 


Ritner W. Tomlinson has been ap- 


S pointed superintendent ot the Easton, 


Pa., plant of the Pennsylvania Salt 
Vanulacturing Co., announced Claude 
Beldin, production manager. 

Mr. Tomlinson previously was plant 
superintendent of the Pennsalt plant 
at Cornwells Heights, Pa., and the 
Greenwich plant in Philadelphia. He 
is a graduate of Lafayette College, 
with a degree of Bachelor of Science 
i) Administrative Engineering. A na- 
tive of Elizabeth, New Jersey, Mr. 
fomlinson joined the firm in 1926, 


Honeywell-Brown 
Open New Office 

Winneapolis - Honeywell Regulator 
Company and its industrial division, 
Brown Instrument Company. Philadel- 
phia. have opened a district office at 
2; Halstead street, East Orange, N. J. 

The new site will operate under New 
York branch office direction. Spokes- 
men said it has been established to 
provide greater sales and service con- 
venience for the expanding New York 
industrial area. The district office will 
be manned by six Honeywell and five 


) 
rown sales and service engineers. 


Lucey to Handle Export 
Sales for Detrex 


Foreign correspondence and export 
sales of Detrex Corporation have been 
placed in the hands of Henry J. Lucey, 
“ales manager of the oil-extraction di- 
was announced by A. O. 
vice president and general 


Vision, 
Thala hee 


Manage; 
) His additional duties will place Mr. 
uce} mplete charge of following 
tore} 


inquiries and sales in all 


Help you do a better job 
...in less time! 


EASILY APPLIED — by brushing. spray- 


Stop-off 322 (Black) 
Extra adherence for se- 
vere cycles, including 
hot cyanides. Removed 
by dissolving in Re- 
mover 322-RA. 


ing or dipping—these tough synthetic lac- 


quers assure clean-cut edges, withstand hot 
cleaners and acid dips, and will not con- 


taminate plating baths. 


FAST DRYING—in 5 to 10 minutes, at 


room temperatu re. 


QUICKLY REMOVED — |, peeling off or 


dissolving in remover solution, depending 


on type of stop-off used. 


Stop-off 323 (Red) 
For Chromium and 
other moderate-tempera- 
ture cycles. Readily 
peeled off at room tem- 
perature. 


Stop-off 324 (White) 
For all high tempera- 
ture solutions. Resists 
hot alkaline cleaners, 
vapor degreasers for 
limited time. Easily 
peeled off while warm. 


Trade Mark Reg. U.S. Pat. Off 


STOP-OFF LACQUERS—Products of 
UNITED CHROMIUM, INCORPORATED « $s51€. 42nd St., New York 17, N.Y. 


Detroit 7, Mich. Waterbury 90, Conn. 


Henry J. Lucey 
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Chicago +* Dayton2, Ohio + Los Angeles 11, Cal, 


of the company’s three major divi- 


sions: industrial metal cleaning, dry- 
cleaning and oil-extraction. will 
work under W. W. 


president in charge of sales and ad- 


Davidson. vice 


vertising. 


Mr. Lucey came to Detrex in July. 
1944, from Washington where he was 
with W.P.B. in charge of allocating 
chlorinated solvents. He received his 
bachelor of science degree in chemical 
engineering from the Massachusetts 
Institute of Technology. At one time. 
he was vice president of Curtin-Howe 
Corporation, a subsidiary of Westvaco 
Chlorine Products Corporation. Mr. 
Lucey is a member of the American 
Society of Oil Chemists. 
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Ingenious New 


Technical Methods 


To Help You 
Simplify Production 


Precision Adapter for Drill Presses 
Perfects Alignment—Prevents Drift! 


The New Aetna Adapter, of aluminum alloy, fits 
the columns of most small drill presses— 
assures accurate milling and deep hole drilling 
—without a drill jig. It firmly and accurately 
holds interchangeable drill bushings close to 
work. 


Precision alignment is accomplished through an 
eccentric aligning bushing, which once set 
needs no further adjustment. Filler bushings 
cover the entire bushing range up to 14”. Stops 
to locate the piece to be drilled, are attached to 
the press table or directly to the adapter. Mill- 
ing chatter is avoided. Chip interference is 
eliminated. Overlapping holes can be drilled 
without punch marks, or indication of run-out, 
with drills as small as 1/32” diameter. 14” 
holes can be drilled more than 6” deep with 
as little as .006” drift. 


Accuracy in work is achieved best by alert 
workers. That’s why many plant owners make 
chewing gum available to all. The chewing 
action helps relieve monotony—helps keep 
workers alert, aiding them to do a better job 
with more ease and safety. And they can chew 
Wrigley’s Spearmint Gum right on the job— 
even when hands are busy. 


You can get complete information from 
Aetna Mfg. Co., 
250 Chicago Ave., Oak Park, Il. 


Divine Names William (. Beddog 


Divine Brothers Compan) manufae. 
turers of polishing and buffing Whee, 
machine finishing machinery sup 
plies, truck wheels and casters, 4, 
nounce the appointment of ! illign 
Beddoe as advertising and sales »,, 
motion manager. 

Mr. Beddoe will be in charge of 
advertising, sales promotion and pub. 
lic relations for all divisions of Divine 
Brothers Company. 

Mr. Beddoe’s previous 
includes fifteen years as advertising 
and sales promotion manager of (op. 


"8-32 TAP CLASS @ THREAD 


William C. Beddoe 


goleum Canada Limited and two years 
as promotion manager of James Lees 
& Sons Company. 


Marinaro Appointed by 
Platers Technical Service 


Platers Technical Service. Inc.. bas 


Example of piece 
drilled with Aetna Adapter 


recently announced the appointment 
of Alfred T. Marinaro as its New York 
City supervisor. The organization of 
ers a complete service for metal finish 
ers including solution and deposit 
analysis, process development. plant 
design, and product styling. 

Mr. Marinaro was awarded a chem! 
cal engineering degree from Newark 
College of Engineering and later 
ceived his masters degree from Colum 
bia University, where he did research 
| in electroplating under Prof. Colin © 

Fink. For the past six years he has 

been with Monsanto Chemical Com 

pany’s Plastic Division in >} ringheld, 

Mass. 

For two and one half years Mr. 

Marinaro supervised the manuiacture 


AB-61 
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of polyvinyl butyral resin 
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Alfred T. Marinaro 


used by the Armed Forces for ponchos, 
life rafts, raincoats, etc. His work in 
process development and research led 
© to co-authorship of several patents per- 
® taining to vinyl resins. Mr. Marinaro 
© joined Platers Technical Service, Inc. 
1947. 


in January, 


Stoneware 
| Process Equipment Division 


Lewis Joins U. S. 


» Sidney A. Lewis, former captain in 
B the L. S. Army Chemical Warfare 
B Service, has joined the U. S. Stone- 
ware Company's Process Equipment 
F Division’s sales engineer force, accord- 
Ping to an announcement by Howard 
| Farkas, executive vice-president and 
general sales manager. 
Mr. Lewis, an authority on electro- 
plating on plastics, will make his head- 
F quarters at the New York office of 
| U.S. Stoneware, 60 East 42nd Street. 


Sidney A. Lewis 


META} 
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LONG LIVED PROTECTION 
FOR PLATING RACKS 


and patching, cuts labor costs and assures maximum > 
n with a minimum of rejects and current losses. __ 
This all adds up to lower plating costs and longer rack 
ting department. 


NELSON J. QUINN 7, OHIO 


Mr. Lewis is a member of The 
American Chemical Society, The Elec- 
tro-chemical Society, The American 
Electroplaters’ Society, and holds the 
rank of major in the U. S. Army 
Reserve. 


Standard Plating Rack 
Opens Branch 

Standard Plating Rack Company, 
Chicago, announces the opening of a 
branch at Fairlawn, N. J. This plant. 
under the direction of J. F. Herr and 
located at 22-02 Raphael St., will serve 
the middle Atlantic and New England 
States in the manufacture of insulated 
plating racks for all types of metal 


finishing. An expansion of the com- 
pany’s facilities for making sample 


1947 


racks at the Chicago plant is also re- 
ported. 


Fraser and French Named Vice 
Presidents of International Nickel 


H. J. Fraser and H. J. French were 
elected as additional vice presidents of 
The International Nickel Company, 
Inc., Robert C. Stanley, president, an- 
nounced. 

Mr. Fraser has been assistant vice 
president since June, 1943. Both he 
and Mr. French are assistant vice 
presidents of The International Nickel 


Company of Canada, Limited, the 
parent company. 
A native of Brockville, Ontario, Mr. 


Fraser joined the Huntington Works 
company in May, 1923, following his 
graduation from Queen’s University, 
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Kingston, Canada. After se: ing = 
some years in various tech) cal ay 
operating capacities, he was promote) 
to the New York office in t ebruary, 
1935, becoming assistant marager of 


the Production Department. p 
Mr. French, after receiviny the de. E \ 
gree of metallurgical engineer from the JM 
School of Mines, Columbia Universi, I 
u in 1915, served with the U.S. Army 
during World War I. In j9]9 
joined the metallurgical staff of 
U. S. Bureau of Standards in Was), 
ington, subsequently becoming assis. 
ant chief of the Division of Metallurey. 
He became associated with Intern. 
tional Nickel in 1929 and was fo; 
years in charge of alloy steel develo. JE 
ment. Assistant manager of the De. 
velopment Research Division lf 
since September, 1943, Mr. French 
was recently appointed an assistant vir tf 
president of The International Nick! 
Company of Canada Limited. ' 
C 
Manufacturers’ Literature 
Bright Copper 
A leaflet recently distributed 
United Chromium describes the 
duction of copper buffing costs T 
zinc die castings by the use of | ta 
chrome Copper, according to a fins! th 
TO MEET PRODUCTION REQUIREMENTS _ ing executive. 
The paper lists advantages of 1! \ 
bath, explaining its mildly alkalin ta 
The development of Detrex washers, like all industrial equip- saiibdiai pee moderate temper sh 
ment, requires specialized engineering. They are designed to do ature operation. cl 
a faster and more thorough job of cleaning—a factor that saves The firm offers to send a hnishng 
engineer without obligation for co ge 
money in ANY production set-up. Plain talk? Yes, but it’s the basis sultation on any problem. To obtait ta 
on which successful manufacturers compute their profits! a copy write United Chromium. In 
Dept. -MF, 2751 E. Jefferson Ave. A 
Included in the refinements recently developed are all- Detroit 7. Mick. \I 
welded header lines insuring improved pump performance, quick- K 
opening access and cleanout doors, chip baskets and screens to Water Temperature Control | 
cut maintenance time, controlled flexible spray patterns that The Powers Regulator Compan}! 
new condensed catalog No. 30)! 
assure complete coverage. These, and many more features com- said to contain the most complete lin C 
bine with DETREX SERVICE—requisites of SUPERIOR metal cleaning. of regulators and thermostatic wi" By 
mixing valves made for water temp* al 
This new line of washers is available in many standard sizes ture control. st 
to fit many special requirements. Call a Detrex representative Thermostatic regulators and vale ie 
. are shown for: all types of jot "4 
today or write to the address below. heaters, and 3-way mixing valves { he 
two temperature hot water syste! 
all types of shower baths, individua te 
gang and zone showers; hospital Is 
drotherapy baths; shampoo 1xtur™ 
X-ray and photo developing »aths: 
dustrial processes and_ la} oralot D 
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| water mixers for dishwash- 


various thermostatic water 
mixing valves used in washing autos, 
trucks. buses and locomotives. 

Po, further information write The 
Pow Regulator Company, Dept. 
\IF. 2720, Greenview Ave., Chicago 
14, Ill 

Cleaning Chemicals 

complete series of booklets de- 
scribing the uses and availability of 
various cleaning chemicals has recent- 


ly been issued by the Columbia Chemi- 
val Division of Pittsburgh Plate Glass 
Company. 

The series includes Form A-102 on 
caustic soda; form A-202 on soda ash; 
form A-302 on caustic ash; form A- 
399 on modified sodas; form A-332 on 
cleaner and cleanser; form A-502 on 
liquid chlorine: and form A-602 on 
sodium bicarbonate. 

To obtain copies of these attractive 
booklets, write Pittsburgh Plate Glass 
Company, Columbia Chemical Divi- 
sion. Dept. MF, 5th Ave., at Bellefield, 
Pittsburgh 13, Pa. 


Dust Collector 


\ new 19-page illustrated booklet 
covering the American Air Filter Co.’s 
Type D Roto-Clone dynamic precipi- 
tator. a device particularly adapted to 
the dry collection of practically every 
type of granular industrial dust. 
\mong the many illustrations are de- 
tailed views of wear liners, radiation 
shields. skimmer precleaners, after- 
cleaners, rotary locks, trickle valves 
and models E & F contained units to- 
gether with capacity and dimension 
table for each size. 

Issued free upon request, write 
\merican Air Filter Co., Ine.. Dept. 
MF. 215 Central Ave., Louisville 8, 


Ky. 


Polishing Methods 


Technical Bulletin No. 6, issued by 
Clover Manufacturing Company cov- 
ers explanatory material on stationary 
and portable abrasive disc sanders and 
study of a method of finishing open- 
end wrenches on the polishing lathe. 


The work is compiled by E. B. Galla- 


‘er and represents a very instructive 
paper. [|lustrations supplement the 


text and the method for each operation 


is descr ed in detail. 

To ohiain a copy of this bulletin. 
Nrite Clover Manufacturing Company. 
Dept. M Norwalk, Conn. 

MET 


Solutions 


‘tear All Pl 


Because the filter cake is 
held horizontally, it is abso- 
lutely stable to the end of 
each filtering cycle. And 
cycles are longer because the 
cake retains its porosity 
longer. That is why the “ho- 
rizontal principle,” as em- 
bodied in Sparkler filters, 


gives you more efficient, low 


cost, operation. Sparkler fil- 
ters are pressure-tight and 
leak-proof, designed for in- 
termittent or continuous op- 
eration. 
4 Plating Solution Types 

1. Rubber-lined for bright nickel 
2. Stainless steel for acids 

3. All lron for alkaline solutions 
4. All Steel (with Stainless Pump) 


for chromium 


SPARKLER MANUFACTURING CO. 


Mundelein, Illinois 


Made in Capacities 
60 to 10,000 G.P.H. 


See your supplier or 
Write for details 


— 


Our Engineering Serv- 
ice is available for any 
specialized problems. 


Quart 
oravity cur 


Compound Spraying Method 


A new book describing in detail the 
method and equipment used for spray- 
ing, buffing and polishing compounds 
has recently become available by the 
J. J. Siefen Company. 

Illustrated and explained is the spe- 
cially designed air gun made by the 
firm for use in connection with their 


other equipment for the successful ap- 
plication of compositions to buffing 
wheels. The book, entitled The Siejen 
Vethod of Spraying Buffing and Pol- 
ishing Compounds also gives the cycle 


necessary to make set-up wheels by 
use of spray equipment and cold set- 


ting glue loaded with abrasive. = ey 
To obtain a copy of this book write 
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Phone or Write 
and the 
Du-Lite Engineer 
will call 


promptly, 


DU-LITE CHEMICAL CORP. 
_ MIDDLETOWN, CONNECTICUT 


on company letterhead to the J. J. Sie- 
fen Company, Dept. MF, 5657 Lauder- 
dale St., Detroit, Mich. 


Graphite Heat Exchangers 

National Carbon Company, Ine., 
Dept. MF, 30 EF. 42nd St... New York 
17, N. Y. announces publication of 
a new bulletin, Catalogue Section 
M8808, 


tube heat exchangers of Karbate Im- 


describing standard, seven 
pervious Graphite for use under highly 
The exchangers 
are available in three sizes of 43", 
73” and 103” length with effective 
outside tube areas of 8.2 sq. ft., 16.4 
sq. ft. and 24.6 sq. ft. respectively. All 


these exchangers are said to have the 


corrosive conditions. 


well-known properties of high thermal 


96 


conductivity and resistance to the ae- 
tion of most acids, alkalis, and other 
corrosive chemicals. 


Tumble Finishing Hints 


A brand new booklet of particular 
interest’ to manufacturers of cast, 
stamped and machined metal parts 
which require a final deburring or 
finishing process, has just been re- 
leased by the Minnesota Mining & 
Manufacturing Company of St. Paul, 
Minnesota. 

Entitled “Low-Cost Deburring and 
with ‘Honite’ Abrasive 


Pebbles.” this 12 page illustrated pub- 


Finishing 


lication tells how costs on one typical 
finishing operation on an aluminum die 
cast were cut 90%, as compared to 


METAL 


the same work by hand. 

Also included are illustrations 
descriptions of the various (\pes and 
sizes of Honite, and tips on joy each 
is best used. 

Those interested may obtain copies 
of this new booklet by writing to the 
Advertising Department. Section 
Minnesota Mining & Manulacturing 
Company, St. Paul 6, Minn. 


News from California 
‘By Fred A. Herr 


Osborn Appoints West Coast 
Representative 

The West Coast Foundry Equipment 
Company has been appointed West 
Coast sales and service representative 
of the Machine Division of The 0s. 
Manufacturing 
Cleveland, according to announcement 


F. Miller, divisional sales 


born Company, of 
by Leon 
manager. 

It will represent the Cleveland manu: 
facturer in California, Oregon and 
Washington and will maintain sales 
and service facilities through its Los 
Angeles, San Francisco and Seattle 
offices. 

Officials of the West Coast Foundry 
Equipment Company are well known 
on the coast. C. J. Nass, manager, has 
been associated with the industry for 
twenty-three years in the capacity o 
chemist metallurgist, foundry engineer 
and foundry superintendent. He or- 
ganized his present company in August 
of last year. 

Associated with Mr. Nass is L. ¢. 
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L. O. Hofstetter 


PHojstetter who is secretary of the Los 
Angeles Chapter of the American 
Foundrymen’s Association and one of 
its original founders. He was also 
chief chemist for the Washington Eljer 
Company. of Los Angeles and foundry 
engineer of the Brumley - Donaldson 
Company. 

© 0. J. Stoudt, sales engineer, was 

Pformerly affiliated with the Washing- 

Seton Eljer Company for six years and 

Plater served as sales engineer for the 

Malleable Division of the General 

; Metals Corporation of Los Angeles. 

HHe recently returned from four years 
of service as a Lieutenant in the Medi- 
cal Department of the U. S. Army. 

The company’s San Francisco office 

pill be under the direction of H. M. 

BDonaldson and W. A, Dewhurst will 
be in charge of the Seattle office. E. 
H. Brumley of the company’s San 
Francisco office, was an officer in the 

mArmy Air Corps during the last war. 
q Appointment of this new West Coast 

eepresentative marks the first of sev- 
eral steps which Osborn contemplates 

strengthening its nation-wide 

and service organization, Mr. 

Miller said, 


Los Angeles Plant 

PO pened by Handy & Harman 

e Open house and luncheon were the 
ape rder of the day on March 11th as 
and)  //arman opened the doors 
7 their new West Coast service plant. 


a The headquarters are located 

\edford Street, Los Angeles 

¢ lh. ill house the sales depart- 

ment ay anufacturing facilities for 
sers 


All of the 


cious metals. 
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YES—BLESSED WAS THE 


SHORTAGE which proved belts SUPERIOR! 
PRODUCTION RECORDS PROVE Abrasive Belts 


with Backstand Idlers will ay 
more than merely DUPLICATE 
90% of the work you now do 
with set-up wheels! Belts will 
do it with 

QUALITY! SPEED! ECONOMY! 


Here’s Why: 

1. Grain changes, when neces- 
sary,made four times faster... 

2. Inventory of wheels, glue, 
cement and various grains 
eliminated... 

3. Number of grain sizes re- 
quired per job reduced... 

4. Specialized skill for gluing 
up wheels eliminated... 

5. Messing with glue, cement 
and “aa removed from 
your shop to ours... 

6. Quality of work improved 
with less operator fatigue, 
greater speed... 

7. Idlers as well as belts, are in 
ample supply... 

W rite immediately for new bul- 

letins describing Michigan 

Abrasive Belts and Michigan Lapping — Belt polishing of electric irons 

Compounds. Our General Catalog before plating. (Dust Collector 

Price List on our complete line of conduit removed for clarity. ) 

abrasives is yours for the asking. Dealers 

will be especially interested in the details 

of our sales plan. 


e 
q 
| 
» 
| 

7 


company’s products, including 
brazing alloys and fluxes, sterling | 
ver and karat gold sheet and yi, 
silver anodes, sterling and fine 
grain will be produced ai his plant 
A complete refining service is inclydes 
for recovering precious metals {roy 
scrap and waste. 
THE AMINCO-BRENNER Among the speakers at the luncheo 
were Mr. C. W. Handy, chairman 


the company, Mr. G. Viemey 
MAGNE-GAGE gives the answer... 
tant Mayor of Los Angeles. Guess 
from manufacturing jewelers, silver. 


* RAPIDLY smiths, industrial users of silver ap) 


film processing laboratories  totalin: 


* ACCURATELY 167 attended. 


* NON-DESTRUCTIVELY | The new plant will operate with 
Mr. H. A. Folgner as manager. |t \ 


Whether you wish to measure non- the company’s fifth plant. others |) 


% PLATINGS - PAINTS - ENAMELS - FILMS 


magnetic coatings on magnetic base ing located in Bridgeport, Conn., \v 


York, N. Y., Providence, R. and 
Toronto, Canada. 


metals, magnetic coatings on non- 
magnetic base metals, or nickel coat- 


ings on iron or steel; it will be worth Gibson Gets New Post at Kelite 
your while too... L. C. Sorensen, president of Kelit 


Write for Bulletin MF-2125 Products, Ine " this week announced 


FILMETER 


Measures the thickness of non-conducting coatings on non- 
magnetic base metals, also anodized coatings on mag- 
m, aluminum, and aluminum alloys. Measurements 
made electrically without destroying the coating being 
measured. 


Write for Bulletin MF-2139 


8030 GEORGIA AVENUE SILVER SPRING, MARYLAND 


A. T. Gibson 


the appointment of A. T. Gibson to th 

new oflice of assistant to the president 

During the war, Gibson served wit! 

the U. S. Engineers as a Civilian \t 

tache, and has been connected will 

the firm since that time. He is a grat 
ate of the University of Calilornia 

Los Angeles, where in addition ! 


starring on the gridiron he m ijored 
Economics, Business 
and Engineering. 

Gibson is supervising th: develop 
ment of the new Kelite manu acturl: 
plant in Los Angeles. This propery 
several acres in extent and locale! 
within a few blocks of the Los Angel 
Civic Center. Already const: cted are 
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cleaner> 


fa huildings for Tivit Prod- 
( -ubsidiary making steam 
other cleaning equip- 


, Products Company (sub- 


ucls 


ment 
diar\ ‘king household cleaning 
materi: the new pH Laboratory, 


Pond a large tank farm for storing 


liquid hemicals. When the main 
yanufacturing plant and administra- 
offices are opened later in the 


iy. this will be one of the largest and 


Bin 


ee most modern plants in the country 
manufacturing cleaning and _process- 


‘yo materials and equipment, it is said. 


Harry G. Allen, owner of the Faith 
Plating Co.. T174 Santa Monica Blvd.. 
Hollywood, has established a special 
pickup and delivery route to provide 
expedited plating service for clients 


Dy located in the downtown area of Los 


Angeles on a 3-time-a-week basis. 

\llen. now active head of the firm. 
acquired it upon his return from Naval 
service from J. F. and M. F. Baeth, 
who established the company in 1934. 
He reports the Hollywood shop now 
is devoting full time to plating and 
finishing automotive parts and acces- 
sories. In addition to chroming bump- 
ers, grilles, moulding and body trim, 
the company recently expanded its fa- 
cilities to include bright nickel, gold 
ud silver plating. The modernized 
plant has 6,000 square feet of working 
area, 

Chrome-Nickel Plating Co. has com- 
pleted a 500 square foot addition to 
its facilities at 3224 Tweedy Blvd., 
Lynwood, Calif. The firm specializes 
in nickel and chrome plating of brass 
plumbing fixtures. Associated in the 
operation are Fayne B. Board and 


F.C. and John B. Hamor. 


Pacific Division, Trumbull Electric 
Mig. Co. has moved from 810 east 
third St.. Los Angeles, to a new 60,000 
square foot building at 11115 Van 
Owen St.. North Hollywood, where the 


“nilire operations pertaining to manu- 
tacture of electrical control equipment 
were consolidated in mid-Februarv. 


Phe wile of John Huber of the Paci- 
fc Enameling & Plating Co., Los An- 
seles, died March 10. 

\n enlargement program recently 
completed by Western Stove Co., 8536 

aves e, Culver City, includes the 
a ; a 5,000 square foot plant 

ud installation of consider- 


MEY 


One of five Durco plating equipment arrangements 
handling bright nickel plating solution at the 
Daystrom Corporation plant, Olean, N. Y. The 
fiffeen Durco heat exchangers, operating on 70 
psi steam, raise 40,000 gallons of the solution 
from 100° to 160° F in approximately eight hours. 


Every vital part of this bright nickel plating set-up is perma- 
nently protected against corrosion. The heat exchangers, pump, 
valve and split-flanged fittings are all made of Duriron—the 
high silicon iron with almost perfect corrosion resistance. 


Durco equipment can fortify your plating operation against 
cérrosion-caused replacement costs. Write 


a for details of complete plating set-ups or 


CORROSION RESISTING 
| ALLOYS & EQUIPMENT 


able new equipment in the enameling 
department. 


New incorporations in California 
announced during the past month in- 
clude the following: 

Green Brazing Service, South Pasa- 
dena, by Lewis B. Adams, Thomas C. 
Leahy and John D. Green, all of Los 
Angeles. 

Miller Materials Co., organized in 
Oakland with a capital stock of $200,- 
000 for manufacturing and processing 
all types of metal products by August 
J. Miller, Sr., and Melville Miller of 
Oakland, and August J. Miller, Jr., of 
Berkeley. 
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individual equipment units. Ask for Bulle- 
tin Folder S. 


DURCO Adv. 31-GM 


THE DURIRON COMPANY, INC. 


DAYTON 1, OHIO 
Branch Offices in Principal Cities 


Felton Aluminum Co. incorporated 
at Santa Cruz for fabricating alumi- 
num and magnesium alloy permanent 
mold castings by Anthony Condos of 
Los Angeles, FE. T. Lincoln of Santa 
Cruz and William N. Huntals of Hunt- 
ington Park. 


Pacific Coast Tank & Mig. Co., Los 
\ngeles, incorporated by C. S. Thomp- 
son of Long Beach, George EF. Clark 
of Bellflower and G. Schatzlein of 
Fullerton. 


Higgins Products, Inc.. 2.500 shares, 
no par, established for the manufaec- 
ture of silver and metal polishes by 
Richard C. Vogel, Dean L. Simmons, 


RO 
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both of Los Angeles, and C. Van R. 
Holmes of Burbank. 


Ace Wire Products has completed 
moving its manufacturing facilities 
into a new plant at 3765 South Main 
St. Los Angeles. where it produces 
wire lamp frames and other wire 
products. 


| Associations and Societies 


INDUSTRIAL FINISHING 
EXPOSITION 


A large portion of the Exposition 
space has, at this early date, been re- 
served by Manufacturers and Sup- 
pliers to the Metal Finishing Industry. 
Many of those exhibits will be in 
operation. The Exposition is being 
held in Detroit, June 23 to 27, 1947. 

A representative group of manufac- 
turers of plated articles have reserved 
space, and will display a wide range 
of finished products to create interest 
in plated finishes. Those displays will 
be of great educational value to the 


general public who will be cordially 
invited to attend. 

The American Electroplaters’ So- 
clety, whose headquarters will be in 
the Hotel Statler, will hold five tech- 
nical sessions, covering a wide range 
of subjects of great interest to electro- 
chemists and process engineers. 


The subjects to be covered in those 
sessions will embrace many advance- 
ments made in the Electroplating field 
as a direct result of developments 
brought about through experience ob- 
tained in war production activities. 
No one should miss the sessions. 

Hotel reservations for the duration 
of the Convention may be made by 
applying to Mr. Jesse E. Bunch, Chair- 
man of the Housing Committee for 
the Exposition, at Exposition Head- 
quarters, 4484 Cass Avenue, Detroit 1, 
Michigan. Standard reservation forms 
will be provided by the Committee or 
any A.E.S. Branch. 


SOUTHERN MACHINERY AND 
METALS EXPOSITION 


Manufacturers from the Atlantic 
Coast to Texas and from Florida to 


Ohio will exhibit at the Souther 
Machinery and Metals Exposition, 4, 
be held at the Municipal Auditorium 
in Atlanta, April 14-17. 

A total of 200 exhibitors will hay 
displays at the Exposition. This will 
include practically all of the exhibitoy 
of last year’s show, which drew , 
crowd of 7,500, as well as a goodly 
number of newcomers. Arrange. 
ments are being made with Atlant, 
hotels to reserve 1.000 rooms for ex. 
hibitors and their guests. Rail, air 
and bus lines are also being requested 
tc augment their services to bring an 
estimated 25,000 exposition guests to 
Atlanta. 

Exhibits will range from displays of 
small tools and processing equipment 
to the products of foundries and tex- 
tile manufacturers. 

There will be an industrial forum 
in connection with the Exposition, 
during which southern industrial ex. 


perts will discuss such matters a 


plant lay-out, welding, labor relations, 
and sales distribution. 
R. S. Lynch, vice-president of At 


NOW, CLEAR PLASTIC HULL CELLS 
ARE READY! 


SEE 


HULL CELL TEST SET 


IT PLATE AND COVER! 


(For solutions up to 165° F.) 


1F YOU PLATE 
Brass, Cadmium, Chromium, Copper, Nickel, Silver, Tin, Zinc 
YOU CAN'T AFFORD NOT TO USE THE HULL CELL 
To Control Your Plating Baths 


R. O. HULL & COMPANY, INC. 


1279 West Third Street 
Cleveland 13, Ohio 


“YOUR PLATING 
IS BEST WITH THE 
HULL CELL TEST” 
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Co. is president of the 

position. Other officers in- 
S. Wilson, vice-president 


the tuto-Soler Co., vice-president ; 
Gunsolus, Eclipse Fuel En- 
B.incering Co., treasurer ; and Michael 
Wied|. managing editor of Southern 
3 Vachinery and Metals magazine, secre- 
Bary and managing director. 


Reservations for space should be | 
Bdirected to Michael F. Wiedl, Manag- 
Bye Director, Southern Machinery and 
Exposition, P. O. Box 4687, 


BAltanta 2, Georgia. 


ELECTROPLATERS’ | 
SOCIETY 


York Branch 


AMERICAN 


The annual Educational Session and 
Banquet of the New York Branch of 
She American Electroplaters’ Society 
B< to be held on Saturday afternoon 
and evening at the Hotel Pennsylvania, | 
April 19, 1947. | 

The Educational Session will be 
held in the Salle Moderne of the Penn- 
s\lvania and the following speakers | 
fand the subject of their talks are to | 


given: 
Metallizing Plastics 
Harold Narcus 
Electrochemical Industries | 
Worcester, Mass. | 
Plating on Die Castings 
Walter Prine 
International Nickel Company 
New York, N. Y. 
Significance of Polarization 
in Electroplating 
H. Bandes | 
Sylvania Electric Products Co. 


New York, N. Y. 


| The banquet, entertainment and 

Mancing will be held in the Roof 

sCarden of the Hotel Pennsylvaina. 

Peservations may be made by con- 

Bacting Vr. Milton Nadel, 41-15 50th 
ve, Long Island City, N. Y. 


w England Regional Meeting 


B The New England Regional Meeting 

Di the Ameriy an Electroplaters’ Society 

7 to be held in New Haven, Conn.., 

p" April 26. 1947. This is the eighth 
uch annual affair being held by the 

mew Eneland xroups. 

The Technical Education Program 


ll be held from 2:00 P. M. to 5:00 


We can save as 


much as half.” 


“and it means that with Luster-on* 


“This Report,” the Methods Engineer 
went on, “sets the facts down in black 
and white. With Cadmium so hard to 
get—” 


“It says here,” the Boss interrupted, 
“that Luster-on* on zinc gives a bright, 
attractive surface that resists stains, fin- 
germarks and white corrosion.” 

“That's right,” said the M. E. “But 
from my standpoint the biggest appeal is 
the cost angle. Luster-on* on zinc costs 
only about half as much as Cadmium.” 


“It means revising all your recommen- 
dations,” the Boss reminded him. 
“Exactly. But if plating zinc with Lus- 


ter-on* makes our product as good ~ or 
better—than it’s ever been, I'd say that’s 
a better bet than fighting for Cadmium 
and paying more for it when we do get 
it.” 

“That's good sense,” the Boss said. 
“Get all the dope on Luster-on* as soon 
as you can,” 

The Boss and his M. E. are talking 
about 


a Comprehensive Cost Analysis 


Report just prepared. In comparing the 
costs of Luster-on* on zinc with Cadmi- 
um, this data reveals some startling facts. 
A copy will be sent you free by simply 
filling out and mailing the coupon. 


THE CHEMICAL CORPORATION 
54 Waltham Ave., 
Springfield 9, Mass. 


Please send us the Comprehensive 
Cost Analysis that compares the cost 
of Luster-on* on zinc with Cadmium. 


J 


Firm Name__ 


Address. 


Metal Finishing April 


with confidence. 


meet your special needs. 


Sizes—150 - 180 


Write us at any time in regard to special problems. 
be glad to advise you and send samples of compounds that will 


HARRISON 4A PRODUCTS 


Uniform, Quality Compounds for 
BUFFING and POLISHING 


Our Stainless Steel Polishing Compounds are giving satisfaction 
to many of the country’s leading companies. With Harrison com- 
pounds you get faster cutting, increased production, and greater 
economy. Quality is maintained at all times, so you can order 


We will 


Double Header Compounds in 
- 220 - 240 & 320 


HARRISON & COMPANY, INC. 


ek th Hotel Taft ballroom un- HAVERHILL MASSACHUSETTS 
the chairmanship of J. Laird | 
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Newell, who is the technical consultant 
at the Henry Souther Engineering Cor- 
poration, Hartford, Conn. 

The speakers and their subjects will 
be as follows: Dr. D. T. Ewing, Pro- 
fessor of Physical Chemistry, Michi- 
gan State College, “Removal of Me- 
tallic Impurities in Nickel Solutions” ; 
Vr. Paul Swartz, Chief Metallurgist, 
L. C. Smith & Corona Typewriters, 
Inc., “The Effects of Heat Treatment 
on Tumble Deburring”; and Mr. 
George Jernstedt, Mgr., Electroplating 
Projects, Westinghouse Electric Corp., 
“Periodic Reverse Plating.” 

The ladies program will begin at 
2:30 P. M. with a matinee at the 
Shubert Theatre, New Haven. The 
banquet will start at 7:00 P. M. in 
the Hotel Taft Ballroom and_ there 
will be entertainment and dancing. 
Tickets are $5.00 each and_ reserva- 
tions may be had by writing H. L. 
Kellner, Chairman, 16 Cherry Ave.. 
Waterbury 86, Conn. 


Buffalo Branch 


A very large group were fortunate 


hearing Dr. J. FE. Stareck director 


of research of United Chromium Corp. 
give a very informative talk of “Elec- 
trocolor and Patternplate.” the 
February meeting of theBuffalo Branch 
of A.E.S. 

Vice president C. J. Wernlund pre- 
sided in the absence of president Sei- 
bert Johnson, who was enjoying a va- 
cation in the slightly warmer clime of 


Florida. 


Chicago Branch 

Ihe regular meeting of the Chicago 
Branch of the American Electroplaters’ 
Society was held on February 14th at 
the Atlantic Hotel. About 100 mem- 
bers and guests were in attendance. 

During the course of the business 
announced that the 
Annual Technical Session and Ban- 
quet for 1948 would be held on Satur- 
day, January 31st. 

Mr. O. B. Gordon of Behr-Manning 
discussed the wide variety of uses of 
coated abrasive belts for polishing, 
which is a subject of interest and im- 
portance at this time because of the 
difficulties experienced in obtaining 
clue for set-up polishing wheels. Mr. 


meeting, it was 


for the 


of nickel, zine, 
to operate. 


tin or cyanide baths. 


for accurately determining and 


tent, Iron Content and_ positive 
Acid Zinc, Cyanide Zinc, 
solutions 


DEPT. MF 


LaMOTTE CONTROL EQUIPMENT 
ELECTROPLATER and ELECTROTYPER 


As an aid in the control of plating baths of 
NICKEL, ACID ZINC, TIN, CYANIDE 
ACID COPPER, CADMIUM, BRASS and BRONZE 


LaMotte Block Comparators 


Inexpensive and easy 
A test can be made in a few minutes. 


LaMotte Acid-Copper Analytical Set 
regulating the 
copper content of the bath to insure uniform results. 


Other LaMotte Outfits for determining Chlorides, Nickel Con 
control of Cyanide Copper, 
Cadmium, Brass and Bronze plating 


Write for further information and Plating Control Reports. 
If you do not have the LaMotte A B C of pH Control, 


copy will be sent upon request without obligation. 


LaMOTTE CHEMICAL PRODUCTS CO. 


Originators of the Practical Application of pH Control 
TOWSON 4, MD. 


ly cleane 


5 minutes. 


faster 


acid and 


“Phillsoly,”’ 
market. 


a complimentary 


ENGINEERED 


SERVICE 
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METAL 


3475 W. TOUHY AVENUE 


Gordon outlined the met 
gave a rather detailed ¢ scription 
the abrasive grain sizes 
polishing belts, and | 


nished promptly. Furi 


touched upon were the length of | 


of abrasive belts and set-\) polishin 


wheels. In this connection. Vy ¢ 


the comparison was ver, 


He also 


favorah| 
gave details on the type 


lubricants which he had found sq 


factory for use with belts. 


of equipment supplementary 


polishing lathe are of definite impo; 


ance. 


other is the 


belts. 


felt, or pneumatic. Strapping ope 


tions, of course, may be employed wi 


ease, besides the obvious use of | 


face of the wheel for polishing. 
After the meeting, Mr. Gordon « 


three other gentlemen from the Bets: 
Thorson, 


Manning, the Messrs. 


PHILLIPS 


VAPOR DEGREASERS 


METAL CLEANING 


Metal parts and assem- 
blies completely and safe- 
of oil, 
and contamination in 1 to 


grease 


Patented self-distilling 
feature reclaims up to 
75% of the used solvent 


for pH tests to accurately control the acidity and alkalinity @ Freelifetime service policy 


Greater cleaning action-—~ 


@ No installation problem 
—just plug in—all elec- 
tric—entirely automatic 

Let us solve your problems with 

the least toxic, 

most efhicient and economical 
vapor degreasing solvent on the 


Write for handbook on ‘Vapor Degreasers" —there © Prin 
degreaser for every metal cleaning need. 


DISTRIBUTORS IN PRINCIPAL CITIES 


DEPT. F-6, CHICAGO 
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ds of Use 


the dimer 
sions of the belts which cay jp 4, 


Ner tens 


don advised that in his eXperience 


In 
this method of polishing, certain typ 


One is a back stand idler, » 
various kinds of wheels: 
be used on a lathe in conjunction wi 
The wheels may be rubber hy: 


Bred 
Lip 


em 
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mo" 
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et 
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4 
{ \ 
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me 
Dal 
q 
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Pr 
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al 
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ooks, gave a_ practical | 
? of belt polishing meth- 


Menjonstral 
| lathe which they had 


ug js on a = 

ion et up in t iall. | 
ble is The interest in this method was 
lines MMi erable. shown by the discussion | 
fu followed the meeting, and _ also | 
iter: attention which was paid to the | 
of lis demonstration. 

ishing NE The question box was pretty well | 


6 baded als 


in City Branch 


The Twin City Branch of the Amert- 
Sat Flectroplater’s Soctety met Mon- 
re May. Mare h 3rd, at 7:00 P.M., at the 
Wagon Cafe in Minneapolis. 
There were 48 persons present. 

mpor President Gordon Lillicrop called 
er, meeting to order with the introduc: | 
eels Mon of quests. They were, Messrs. 


Mitchell, Pako Corporation, 
bas Sargeant of A. C. Beck Com- 
opere Verne Grossman and_ Louis 
| \iieick of National Plating Co. Mr. 
Meredith, Mr. Wilson and Mr. Bonine, 

M) of General Mills, Inc., and Mr. 
Bred Strom of Speed-O-Lac Products 
ompany. Following the introduction 
Bf cuests. Wr. A. T. Leonard, Member- 
Bip Chairman, introduced our new 
embers, who were Mr. 0. W. remy 
{ Oakite Products and Mr. W. K.| 


fansen of Northern Ordanance, Inc. 


hn Lynard and to be assisted by 
al Johnson and Ralph B. Maddock. 
te Nominating Committee is to have 
A. Bowman as Chairman and 
prrome Weller and H. E. Dimick 
sisting. 

Mr. R. V. Krieger, Branch 2nd Vice 
resident. made an announcement re- 
prding the new name cards and re- 
ested each member to turn theirs 
B after each meeting. 

Following the business meeting, Dr. 
alter Meyer of Enthone Company 
poke on “The Preparation of Metals 
r Electropl: iting.” Dr. Meyer also 


owed slides ot his recent trip to 
lorida and Nassau. 


ROS Angeles Branch 


- held its regular monthly meet- 
at the Los Angeles Elks Club on 
embers and guests present. 
In oper ing 


resident D. N. Eldred commented on 


cue pe explosion in the O’Connor Electro- 


President Lillicrop announced the. 
ppointment of two committees. They 
ere the Party Committee headed by 


The Los Ingeles Branch of the 


he February 10 with 77 | 


the business session, | 


99.75% PURE 


With two complete, independent plants at 
Jersey City and Baltimore, and its own supply of 
the basic raw material Chrome Ore from com- 
pany owned and operated mines, Mutual is the 
world’s foremost manufacturer of Chromic Acid. 


OVER A Bichromate of Soda 
CENTURY. 


Bichromate of Potash 
CHEMICAL 
PROGRESS 


AMERICA 
210 MADISON AVENUE 


-helps Electroplaters 
save time and 
labor. 
PERMAG Compounds keep clean- 
ing cost down to a minimum—and 
what is more important these days? 
PERMAG cleans fast and. effi- 


ciently—producing the perfect sur- 
face for a perfect and lasting finish. 


PERMAG eliminates rejects and W—made chemically clean by PERMAG 
gives the electroplater a break in ® Steel Zinc Aluminum 
making a profit. Hence, progressive - 

shops specify and insist on PERMAG Brass Copper _ Bronze 
Compounds. * Cuprous Metals and their alloys. 

Magnuson Products Corporation 
50 COURT ST. BROOKLYN 2. N. Y. 
Nationally Represented 
In Canada: Canadian PERMAG Products Ltd., Montreal. 
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plating Corporation’s plant on Febru- 
ary 20. 

Mr. Eldred, who was one of seven 
explosive and chemical experts who 
served on the 9-man coroner’s jury 
which heard evidence on the blast at 
the inquest in mid-March, pointed out 
that while there are no more hazards 
in the average plating shop than be- 
fore the explosion occurred, the 
O'Connor tragedy will probably result 
in more stringent investigation of plat- 
ing shops. 

On the whole, Mr. Eldred said, the 
investigation by the city should benefit 
the plating industry as it will get some 
of the more carelessly operated estab- 
lishments cleaned up, result in having 
stocks properly separated, and have 
additions to solutions handled by com- 
petent workmen. He pointed out that 
some shops make it a practice to have 
only one man in charge of all sup- 
plies. In some shops the foreman 
only is responsible for the solutions 
and the handling and keeping of 
chemicals, Mr. Eldred explained, 
which he said he thought was a sen- 
sible method. 

The proposed revisions in the Su- 
preme Society constitution re- 


ferred to the Board of Managers for 
consideration with instructions to make 
a report and recommendation at the 
April meeting. Ernest Lamoureaux 
was invited by the president to serve 
in an advisory capacity on this matter 
to the board of managers, which is 
comprised of E. W. Wells (chairman), 
Earl Coffin and Don M. Bedwell. 

The branch accepted the invitation 
of Frank Bunker to hold the next meet- 
ing on the premises of the L. H. But- 
cher Company's new Angeles 
plant and to make an inspection of the 
facilities after the meeting. 

The following guests were intro- 
duced: M. P. Oliver, U. S. Marine 
Corps; F. J. Arata, Maas-Waldstein 
Co.: Paul Henderson, Esquire Plating 
Co.: Thomas Foster, Latex Seamless 
Products Co.: John Richards, Rich- 
ards Rack Co.: Morton Schwartz, 
Pittsburgh, Pa. Branch, A.E.S.; H. B. 
Chase, Medford Chemical Co., E. J. 
Mooney of the same firm; and John E. 
Roberts. 

The educational session was feat- 
ured by two outstanding talks. Wal- 
lace G. Imhoff of the Imhoff Company, 
Los Angeles, a recognized authority 
on pickling and hot dip metallic céat- 


ings and author of many jentific 
technical articles, contribiied 4p 
terpretation of the Action [nhibjy 
in Pickling out of his 27 \ear ¢glj 
tion of data on this subjec'. 


er. 


As the second speaker. Libra 
Gilbert J. Extale introduced 
Pratt, representative of the Nation 


Carbon Co. Mr. Pratt discussed Kp 


bate equipment and outlined yarigy 
ways in which such equipment {ip 


application in the plating indus; 


This was followed by the showing ¢ 


a film entitled Carbon Black Treasyy: 
in which the production of carbon ee 
trodes, from the mining of the 


material to the storing of the finishe 


units, was depicted. 


Annual Educational Session 


Samuel Glasstone of Berkeley. Calif, 
internationally known lecturer ani 
writer on metal finishing subjects 
headed a program of notable yer 
sonalities who addressed the 4th a 
nual educational session of Los 4). 
geles Branch of the American Elect 
platers’ Society at the Los Angele 


Breakfast Club on March 22. 


Gilbert Extale of the General Fle 


ZINC PLATERS! 


Cleanse and purify your 


Zine Solution 


with 


Make your zine Bright. 


Information free—wire collect. 


SULPHUR PRODUCTS CO. 


GREENSBURG 7, PA. 


DYEING and 
ANODIZING of 
ALUMINUM 


DYESTUFFS and CHEMICALS neces- 
sary for Anodizing and Dyeing Alu- 


minum now available. 
Seal your Dyed Aluminum with Alrez. 


A well equipped laboratory with staff 
of electro-chemists and colorists to 
serve you. 


with price list and samples on request. 


EATON-CLARK 


1480 FRANKLIN ST. 


Established 1838—Over One Hundred ¥ ears 
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Battend the 
ss and Exposition which was held 


trochemistry. 


Comp engineering staff, On- 


Calif. presided at the sessions 
MB his capacity as librarian of the 
Bench. Tho program was presented 
B® yo mectings in the morning and 
and drew an average at- 
dance of 125 members and guests 
Beach. 
out-of-town visitors present 
Be Richard Scott of the Udylite 
poration. Detroit, Mich.: Richard 
of the General Electric Com- 


Sys San Francisco technical staff; 
q Palmer H. 
Bistant publisher, 
Mr. Langdon, 
Btranscontinental business tour for 


Landon, New York, 
Metal Finishing. 

who was engaged on 
his arrival in 


magazine. timed 


Buthern California to permit his at- 
dance at the Breakfast Club business 
Scions and annual banquet. 


He left 
San Francisco the following day 
5th Western Metal Con- 


the Oakland Civic Auditorium, Oak- 


Bd. Calif. March 22 to 27. 
Mr. Glasstone was the first speaker 
Los Angeles conference after 


p presentation of a technicolor mo- 


fn picture depicting the production 
Bd operation of plastic molding ma- 


ines by the F. J. Stoke’s Machine 


pany of Philadelphia. 
pr. Glasstone presented an extem- 
Braneous talk on the principles of 


In effect, he took his 


dience behind the scenes in a plating 
op and lifted the veil on activities 


| processes which are invisible to 
human eye. Initially, he described 
at electroplating consists of and 
ined in technical terms, elaborating 
1 chalk drawings, what happens 
en cathode anode are elec- 
ally charged in a solution tank and 
elect which the set-up has on the 
icles to be plated when it is im- 


and 


Brsed in the liquid. 


His presentation of the subject was 
mz the lines of how positive and 
ative ions are developed in the 
htion and the invisible reaction 
ich takes place when the ions of 
al are attracted to the article to be 
4 and deposited thereon. 

he electro-potential is determined 
3 amount of voltage to be applied, 
said. and added that the potential 


pends upon two factors, the char- 


Fr of the metal and the number of 
§. A question and answer period 
owed the close of the talk. 

Biter ay day luncheon in the 
®. the edu ‘tional session was re- 
FIN] 


| 
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BRILLIANT LUSTROUS DEPOSITS 
WITHOUT COLOR BUFFING 
..- AN IDEAL BASE FOR CHROMIUM 


NEW IMPROVED 


Bright Nickel Process 


Produces Brilliant, Lustrous, 


Elminates Color Buffing — Re-Cleaning — Re-Racking * 


Ideal Base for Chromium °*° 


Adherent Nickel Deposits * 
An 
Excellent Throwing Power * 


No Special Solutions or Changes in Equipment Required °* 


Easy to Control ® 
Gives uniform results and continuous opera- 
tion on all classes of work in still tanks and 
mechanical barrels. Substantially reduces plat- 
ing costs. Brilliant, lustrous, nickel deposits 
that may be chromium plated, are produced 
by merely adding NEW IMPROVED LUSTRE- 
BRIGHT to your present cold nickel solution, 
if of standard formula. 
Work comes from plating tanks with bright, 
fine grained, adherent deposits. No color 
buffing or burnishing is required. Work may 


MARKET 


Low in Cost Successful Practical. 


be transferred direct from nickel to chromium 
bath, without intermediary buffing, re-clean- 
ing, or re-racking. Excellent for zinc die- 
castings. 

GUARANTEED NOT TO HARM PLATING 
SOLUTION. Will not cause plate to peel, 
become brittle, or produce streaky deposits. 
Illustration shows unbuffed deposits produced 
before and after addition of NEW IMPROVED 
LUSTREBRIGHT. Write for complete  in- 
formation. 


Cc. BRATE BOMPANY 
Est. 1860 


ALBANY, NEW YORK 


CHROMIUM 
NICKEL 
COPPER 


Simple test sets for controlling 
these and other solutions avail- 
able. 


Write for Literature 


KOCOUR CO. 


4802 S. ST. LOUIS AVE. 
CHICAGO 32 
Specify Kocour Sets frem your supplier. 
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sumed at 2 p.m. Among those who 
addressed this session Richard 
Lord, San Francisco, General Electric 
Company who presented a timely talk 
Elburn D. Marcum, tech- 
nical representative of the Electroplat- 
ing Division of the duPont Company, 
El Monte. Calif.. 
bright zinc 
ceived, 


were 


on rectifiers: 


whose discussion on 
was enthusiastically _re- 
M. H. Orbaugh, supervisor of 
Bone 
Engineering and Tool Company, Glen- 
dale, Calif. equally 
meritorius talk on engineering electro- 
forming. Electric controls for the 
plating industry was the subject of 
Richard Scott of the Udylite Corpora- 
tion. 


the electroforming department. 


presented an 


The branch’s annual dinner dance 
was held in the spacious ballroom of 
the Breakfast Club from 7:30 to 11:30 
Attendance was announced as 
approximately 325. 200 prizes 
contributed by members and manu- 
facturing firms were distributed, with 
Don M. Bedwell serving as toastmaster 
for this part of the program. The most 
sought after prize, a beautiful bronze 
plated metal figurine of a horse, was 


p.m. 
Some 


number was called, 
marched up to the platform, only to 
find to her startled chagrin, that she 
had won a huge rubber-lined tank 
which stood nearly as high as she. 


BRITISH INDUSTRIES FAIR 


In May the British Industries 
will be opened. 


glee when her 


Fair 
This event has not 
taken place since before the war and 
from every standpoint great import- 
ance attaches to it. The Fair will be 
held in two parts, one for the Engi- 
neering and Hardware Trades at Bir- 
mingham, the other—covering all re- 
maining fields—in London. Some 
1.000 exhibitors from all over the Em- 
pire and a number of foreign countries 
will participate. 

A number of important inventions 
and new processes will be displayed 
for the first time. The authorities are 
making strenuous efforts to make 
the biggest-ever show in England. A 
large section of the Fair will be de- 
voted to Textiles. There are also going 
to be important shows of electro-plate, 
scientific and optical goods, jewelry 
and fancy goods—to mention 


at the huge Olympis Hall , 
1,000 exhibitors will have 


Lere almos 
eir stands 


NATIONAL PLASTICS SHOy 


An industrial expositic which 
expected to be one of the largest pos 
war business shows so far in Chica: 
will begin May 6 when The Sociery 
the Plastics Industry, Ini opens jt 
Second National Exposition at Tp 
Coliseum. The exposition will 
through May 10. 

This is entirely a trade show. |) 
dustrial, commercial and _ press 
sentation will be heavy, but no | 
will be made for public 
Admission will be by invitation card 
which are being distributed to custo 
ers and prospective customers by ¢ 
hibitor companies. 

More than 135 exhibitors have a 
been assigned space for th 
show. The SPI, comprising over 6 
firms, and having a total roster 
1600, with heavy Canadian, some Fry 
lish, Swedish and other foreign me 
bership, will show the national a 


attendance 


ready 


international plastics world to an 
dustrial and business audience whi! 
reservations indicate, will be attract 


only 
won by Mrs. Stanley Rynkofs. One of 
the young ladies, who shrieked with 


some, 


In London the main events will be 


and Ammeter 


Corrosion and Oxidation - proof 
Solderless Lug-type Connections 
‘Complete Overload Protection | 
Immediate Delivery on 3 Stand- 
ard Models f 


‘Double Output and “Special 


Sealed 


Voltmeter 


A VALUABLE REFERENCE WORK 


GALVANIZING 
HANDBOOK 


By JOHN R. DAESEN 


Consulting Metallurgical Engineer, Chicago. Ill. 


This volume presents graphically the basic principles 
involved in galvanizing and demonstrates with ul 
usually striking photographic examples the nature and 
cause of many defects encountered in a consulting 
practice in a varied field. Many of the 
chosen were articles deliberately spoiled to indicat 
in an extreme manner conditions which are ditheult t 
illustrate in the degree usually encouatered in practice 


examples 


This handbook is certain to fill a great need through 
out the metal-working industry as it is designed speci 
fically for practical plant use. It should be available 
for reference in the library of every metalluryist, i 
all iron and_ steel-producing plants, and in technical 
schools and libraries everywhere. 

$ 5.25 


166 Pages 7x10 in. Illustrated 


Send Today for New Free Catalog, 
“Let’s Look It Up” (Over 200 Titles) 


REINHOLD PUBLISHING CORPORATION 
330 WEST 42nd STREET NEW YORK 18, N. 


of Chemical Engineering Catalog, M 
Material & Methods (formerly M 
{rchitecture—Pencil P 


Model 5510, Illustrated, $140. 
STANDARD MODELS 
0-10 Volts 


0-10 Volts 
0- 9 Volts 


Model 
Model 
Model 


25510 
=1110 


#2239 


50 Amps. 
100 Amps. 
150 Amps, 


RAPID 
ELECTRICAL SERVICE 


{iso publishers 
Industries Catalog, 
& Alloys) and Progressive 


2849 Middletown Rd., Bronx 61], N. Y. 
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every phase of American 


dreds of other examples, some of them 


plants of all sizes and types as insula- 


Brom al 
veal rom buyers for small re- recently off “secret” lists and so far tors, housings, gears. floorings, wall 
€ alnog Mail store- oll the way through to large used only in highly technical appli- panelings, electronic fittings and a 
r stands il houses and heavy industrial cations. thousand scientific applications. These 
ustom The SPI expects that one of the are the “unseen” uses of plastics. Plas- 
SHOW Break wn of the exhibitors fol- major revelations of the show will be _ tics engineers are proud of these ap- 
a Be th e of the industry, with a the technical advances which have been plications and contrast them to the 
Which jg wavy representation of molders, fab- consolidated in all phases of industry ordinary household and office plastics. 
G Post ai aterials manufacturers and i" the past year, uses of plastics in The SPI points to these in their con- 
nachinery firms. 
pens ifs Varied echnical sessions and trade 
at Th csociation meetings will be held con- 
vil] at the Stevens Hotel where 
he SPI's annual convention will be 
Boing on. These will include a mer- aS 
Shandising forum, scientific lectures, 
pnd special addresses. 
met: } Three main phases of the industry : 
on cards fam! be covered by the show: New 
yoducts exhibits, dramatizing uses 
hy dreamed of five years ago; Re- 
. ent machinery developments for plas- 
hav fics production; and the latest fabri- .. 
ating techniques. | RST HO] C 
over Heavily underscored throughout the = 
oster ifehow and convention will be the “al- == 4 PAST, PRESENT = ae 
me LOO percent” plastics conversion 
on men peacetime uses -the assault boat of AND FUTU RE 
nal campaigns is now your lami- 
o an ingggnated luggage or canoe, anti-gas cov- 
e whi rs now shower curtains, radar cas- 
attracted house your radio set. and hun- 


J. HOLLAND & SONS, INC. 


ELECTROPLATING AND FINISH 
EQUIPMENT AND SUPPLIES 


oH Control 


Chart Copyrighted 1942 
by Kelite Products, Inc. 


you can measure 


tto | 
f fj i 
eci n | n g i C n C y formers, Regulators, Pressure 
able Tanks, ond practically 
in 
ical 


Phone your local Kelite office for a Kelite Service Engineer 


a 


Kelite Products, Inc. 
INDUSTRIAL CHEMICALS for CLEANING & PROCESSING 
Manufacturing Plants in Los Angeles, Chicago, Dallas, Perth Amboy 
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stant campaign to “deglamorize”’ plas- 
tics, citing the fact that in the indus- 
trial field plastics have always been 
accepted, not as a substitute or a “gay” 
material, but as a vitally needed indus- 
trial tool suitable for adaptation and 
for operating in conjunction with 
older materials. 

The extent to which plastics have 
been introduced with success in almost 
every field of human activity will be 
dramatized for the trade, to show 
graphically how the new, competitive 
elements of plastics literally accom- 
pany one from cradle to grave. In 
fact, the newest phase of the plastics 
industry—low-pressure molding—will 
exhibit its laminated cribs and baby 
buggies as well as its coffins, canoes, 
luggage and other “large, contoured 
shapes” as the technicians designate 
them. Low-pressure developments in 
the housing field will be shown, in- 
cluding wall panels, filler plastics 
mounted between sheets of aluminum 
or thin steel for prefabricated homes, 
utility units molded in a single sec- 


tion, kitchen counters and other new 
applications. 


AMERICAN ZINC INSTITUTE 


The Galvanizers Committee, which 
is sponsored by the American Zinc 
Institute, is to hold its seventeenth 
meeting in St. Louis, Mo., on April 
28-29, 1947, according to Chairman 
N\. E. Cook, of Wheeling Steel Corp. 

F. G. White, technical director, 
Granite City Steel Co., heads the pro- 
gram committee for the occasion, which 
will be held at the Hotel Statler coin- 
cidentally with the annual meeting of 
the American Zinc Institute. 


ELECTRODEPOSITORS’ 
TECHNICAL SOCIETY 


A very interesting function was held 

the Electrodepositors’ Technical 
Seciety on Saturday, December 7th, at 
the Society’s headquarters, the North- 
Polytechnic, London, Eng- 
land, when the twenty-first anniversary 
of the foundation of the E.T.S. was 


by 


ampton 


celebrated. A large number of 
bers and many visitors were present 3 

. a 
the Soirée which opened 


the Proceed. 
ings, and considerable 


of the early days of the Society ty 
place during the excellent buff ,, 
which was provided. 


Thereafter, the proceedings 


continued in the main lecture theatre 


of the old Northampton building, p, 


S. Wernick, the president. was jn thy 


chair, and he was supported on thy 
platform by Mr. Samuel Field, jy 
Society’s first president, and most 
the past presidents, including jn par 
ticular, Dr. R. S. Hutton, Mr. f. 
Ollard, Dr. H. J. T. Ellingham. \; 
A. W. Hothersall and Dr. J. R. |. Hep, 
burn. Also present on the platform 
were Dr. G. E. Gardam, vice-president, 
Mr. F. L. James, honorary treasurer, 
and Major L. H. Peter, chief engineer 
for Westinghouse Brake & Signal ( 


Paul 
Th 
Birau 
Bi 


A series of colored graphs and dix 
grams illustrating the growth of th 
Seciety had been erected on the wal 


the slow method? 


improve your product. 


e 


4510 BULLARD AVE. 


Do you have a problem of | 
polishing metals? Are you now 
deburring, cutting down and 
polishing all types of metals by 
Why not | 
check LUPOMATIC’S method. | 


It will save you time, money and / 


Full information sent on request. 


LUPOMATIC TUMBLING MACHINE €0., Inc. 


NEW YORK 66, N. Y. 


with direct current. 


operating range; 


in the neighborhood of 


polished steel surfaces 
| nickel immediately. 
PROSALT deposits. 


PRO-SALT—A WORKHORSE COPPER BATH 


PROSALT is a liquid addition agent for a copper cyanide bath used 


This PROMAT QUALITY product has many advantages—BROADER 
i LOWER optimum temperature; 
lighter color, more ductile deposits. 


PROSALT aids the cathode efficiency and you can expect deposits 
minutes at forty amperes per square foot. 
posit will be excellent for buffing and for stop-off for heat treatment 
and the color will be “lighter” than that obtained from a Rochelle 
bath. Adherence of the deposit will be llent. 


Also, there will be no rinsing problem after 


Representatives in principal cities. 


PROMAT DIVISION—Poor and Company 
851 South Market Street 


Fine grained, 


three-quarters of one thousandths in twenty 
The character of the de- 


The deposits on 
will be sufficiently bright to accept bright 


Waukegan, Illinois 


CHROMIUM PLATING 
SCREWS-RIVETS-WASHERS 
SMALL PARTS, 


THE CHROMIUM PROCESS CO. 
Shelten, Conn. 


ETC. 


NICKEL CHROMIUM: BRASS* 
Electro - plated 10 alt COMMON 
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hind platform, showing gra- 


hic form the achievements during 
» history, the steady growth 

tions and membership, ete. 
‘ some of the latest types of 
Bectrod <its and electrolytic polish- 
besides intricate instruments 
Bhic have been developed in recent 
o vars for the control of electrodepos- 
; . were exhibited on the bench before 


publi 
xample- 


gathering. 


| Obituary 


Poul W. C. Strausser 

' The many friends of Paul W. C. 
Birausser all regret his passing away 
Bn January 26, 1947, 

4 Mr. Strausser was with the Chrysler 
} orporation from 1925 until 1930 
Moing research work on new plating 
rocedures. which are now. standard- 
@ed in the automobile industry. From 


Paul W. Strausser 


930 until 1939 he was at the National 
Bureau of Standards as Research 
Associate of the American Electro- 
laters” Society, His work during 
his period served as the basis in 


everal specifications for electroplated 
oatings, 


After L939. Mr. Strausser joined 
he F. B. Stevens Co., where he not 


Bly continued his work in the labora- 
ory, 


but became engaged in selling 


nd contactine the trade. 


Mt the time of his death, Mr. 
t se 
rausser was 54, years old, most of 


hich ve 
ich years were spent in the electro- 
lating field 


QUALITY — NEW 


ELECTROPLATING & POLISHING EQUIPMENT & SUPPLIES 
IN STOCK FOR IMMEDIATE SHIPMENT 


GENERATORS * RECTIFIERS * BARREL PLATERS 
POLISHING LATHES * BUFFING LATHES 
TUMBLING BARRELS * SOLUTION FILTERS 
TANK RHEOSTATS e CENTRIFUGAL DRYERS 
TANKS: Steel or Wood, Lined or Unlined 
BLOWERS 


M. E. BAKER COMPANY 
143 SIDNEY STREET CAMBRIDGE 39, MASS. 
REPRESENTING THE COUNTRY’S FOREMOST MANUFACTURERS 
“A Quarter Century of Service” 


® Assure lower life-time cost ® Consume less electricity ® Provide 
more amperes per dollar ® Raise low power factor ® Minimize elec- 
trotyping costs ® Require no special protective equipment ® Need 
practically no maintenance. 

Motor Generators made by The Electric Products Company 
assure a reliability of operation that is unmatched by any other 
source of direct current. They are available in voltages from 
1 to 25 to supply from 100 to 20,000 d-c amperes. 


EMPIRE ELECTRO PLATING SUPPLIES CORP. 


PLATING EQUIPMENT & SUPPLIES 
69 Murray Street New York 7, N. Y. BE 3-5843-4-5 


PLATING RACKS 


by JOSEPH NOVITSKY 


@ We specialize in plating racks of our own patent. 

* Constructed without screws, rivets, solder, brazing, weld- 
ing. 

@ We design racks to suit your individual problem. 


JOSEPH NOVITSKY 


Office: 104-17 199th St., Hollis 7, L. 1., 
(Phone—HOllis 5-6871) 


Factory: 147-24 Liberty Ave., Jamaica 4, L. |., N. Y. 
(Phone—REpublic 9-7223) 
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RANDALL 


—MFGS. OF— 
DEGREASERS 

LEAD— TANKS —RUBBER 

POLISHING LATHES 


EXHAUST SYSTEMS 
TURNTABLES 


PAINT STORAGE CABINETS 


RANDALL ENGINEERING CO. 
410-412 E. 93rd ST. NEW YORK 28 


its the Finish That Counts” 


UNILAB 


GREASELESS COMPOUND 
< 


WRITE FOR SAMPLE 
UNITED LABORATORIES CO. 
LINDEN, N. J. 


BRISTOL 


AND 
BRONZE 


Sheet, Rod, Wire 


THE BRISTOL BRASS CORP., BRISTOL, CONN. + 15 PARK 
ROW, N.Y. + HOSPITAL TRUST BLDG., PROVIDENCE, R. |. 


‘ 
BRa 
TURKISH EMERY 


This old time famous brand of emery is now 
in stock. Many have been waiting for it. 
Also available are POLISHING ABRASIVE 
—best for finest finishing and AMERICAN 
EMERY—most economical. 


HAMILTON 
EMERY & CORUNDUM COMPANY 
Chester Mass. 


SOMMERS BROS. 


MFG. CO. 
MFRS. OF “BEACON” 


Plating and Polishing Supplies and Equip t 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stainless 
Steel and Satin Finish Compounds—Bufts, 
Polishing and Felt Wheels. 


SAMPLES FURNISHED ON REQUEST. 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 


Alalite 


Reg. U. S. Pat. Office 


For NICKEL PLATING 


The one bath especially designed for plat- 
ing WHITE METAL ALLOYS including 
ZINC, LEAD and ALUMINUM. 


FOR 


HARD CHROMIUM 


USE 
Atalite 
ADDITION AGENTS 


Send a sample of your present bath to 
see if it is suitable for conversion to this 
improved formula. 


ZIALITE CORPORATION 


92 Grove Street, Worcester 5, Mass. 


Truly—Three Great Finishes!! 


CHROMIUM—UDYLITE 
SHERARDIZING 


For over a quarter of a century building 
and installing portable sherardizing furn- 
aces and equipment; metal finishing and 
plating. We invite your inquiry. 


THE NATIONAL SHERARDIZING 
& MACHINE CO. 
Office & Factory Hartford, Conn. 


Foreign Representatives—Oliver Bros., Inc. 
417 Canal St., N. Y. City 


BUFFS, CLEANERS 


BUFFING COMPOSITIONS 
NICKEL ANODES 
CHEMICALS AND GENERAL 
SUPPLIES 


JACOB HAY COMPANY 
4014 W. Parker Avenue 
Chicago, II. 
Albany 2742 


GUARANTEED 


STEEL BALLS 


Best for Burnishing . . . Perfect 
for Polishing. No culls, no cracks. 


Mixtures as Required 


THE HARTFORD STEEL BALL CO. 


HARTFORD 6, 
CONN. 


NOTICE—NC TICE 


We have developed a ma hine fy) 
buffing, coloring and seriteh brush 
which is indispensable in ¢\ cry chop 
Cost of power consump! 
mately one cent (le) per hour, 


Please send for li 
and photogr ip 
LEWIS ROE MFG. COMpPAyy 
1042-1050 DeKALB AVE 
BROOKLYN, NEW york 


GRANIUM 


A Precious metal complex 4) 
for Silver & Gold Plating 
Used as an additive 
Harder Plate 
Tarnish Resistant 
Cyanide & Anodes 


Write for booklet. 


GRANIUM PRODUCTS 
2616 Downey Road 
Los Angeles 23, Calif, 


Chemical Engineers since 19065 


Platers Sawdus 
Kiln Dried Hardwood 


Buy Direct From Manufacture 
Carload Lots 
Write for samples. 


THE CONNOR LUMBER & 
LAND CO. 


LAONA, WIS 


OXY-DY ZEN 


me 


HIGHEST STRENGTH 


OXIDIZING AGENT! 


POSSIBLE TO PRODUCE 


Sold in LUMP and LIQUID FORMS ty Le 
Plater Supply Houses 
Manufactured For 68 Years By 


EMBS & COMPAN 


669 W.OHIO ST. CHICAGO. 


For dependable buffing 

polishing compounds, Kougs 

and Tripoli for all metal 
write 


Perkins Rouge and Pain! & 
Milford, Conn 
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